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IDEAL FOR SPECIAL SERVICES 


By making slight alterations in standard 
construction the Crawford can be con- 
verted to a back pressure type regulator; 
© pressure relief valve; a non-return 
valve; a flow controller for maintaining 
constant flow rates regardless of pres- 
sure changes; a shut-off valve, and a 
proportioning control. In many of these 
special applications a remote control 
hook-up is desirable. Emco engineers 
will welcome the opportunity to study 
your special control problems and specify 
how the Crawford can be most advan- 
tageously used. 


Write for bulletin 1044 
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PITTSBURGH EQUITABLE METER DIVISION 
ROCKWELL MANUFACTURING COMPANY 
PITTSBURGH &, PA. 

Aticnta Boston Chicago Houston 
Kon-as City Los Angeles New York Pittsburgh 
Sen Francisco Seattle Tulsa 
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CRAWFORD /,. KEGULATORS 
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FOR CONTROLLING OUTLET PRESSURES FROM ONE PSI TO ATMOSPHERIC 


PRESSURE OR LESS WITH INLET PRESSURES RANGING UP TO 5 PSI 


The Crawford is a deservedly popular 
regulator that year in and year out pro- 
vides close, dependable control. Main 
diaphragms are of large area to provide 
ample driving power for moving the 
operating parts even under slight changes 
in outlet pressure. Seal diaphragms bal- 
ance the valve area and reduce the effects 
of inlet pressure changes. The use of a 
seal diaphragm eliminates the need for a 


stuffing box which would normally in- 
troduce mechanical friction and erratic 
operation. The type 38 Crawford illus- 
trated is made in sizes from %&% in. to 2% 
in. inclusive. Sizes 3, 4 and 6 in. have a 
body hand hole plate providing access 
to a removable valve cage. All can be 
used for straight outlet pressure control 
or adapted to back pressure service and 
many special applications. 
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. 3 dnd produtes* clean hot water. 


Me years that rust¥thot water is caused 
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ro¢hemical; actions faxe-always present, but 
ELNO”, having an solution 'valfe than any of the 


metals used in a water 


eater, will sabrifice itself and spare 


“, any piece wg PATENT PENDING 
of copper or brass — becomes the anode and the galyanized” ie 

storage the cathode. The internal current flows fromthe 

cathode to the anode causing deterioration or rusting, ét the 

cathode — the storage tank. “ELNO”’ being more gathodic 


than any of the metals used in a water heater fhakes the 


galvanized storage tank anodic. 


The rate of decomposition of the “ELNO”’ is slow. 
The life of an “Elno’”’ RuSTopper, of course, depends 
entirely upon the condition of the water. In areas 
where tap water is acid or corrosive, its life is shorter 


than in areas where it is not as aggressive. 


“ELNO’’— the Magic Wand 
make, model or type of storage water heater —— Gas, 


is made to fit any 


Oil, Coal-burning or Electric, as well as range boilers. 


THE 
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Ouio" ANODIC ROD 
“LOOK FOR THE TRADEMARK” 


“ELNO” is made in one-piece, or in connected 
sections for installation without taking down the 
water heater. 

“ELNO” enables you to sell Clean, Rust-free 
Hot Water Service. 

Your supply house carries ‘‘ELNO” in stock. 
Catalog and prices are available upon request. 


The Cleveland Heater Co. 
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Up Goes Another Panel! Accuracy, 

speed and economy are combined 

in the patented Stacey Brothers All 
Welded Panel construction. 


That’s the kind of workmanship you get with is not the only advantage. You'll get longer holder life, 

Stacey Brothers All-Welded Panel construction! quicker installation, lighter weight, lower material costs— 
This wet seal holder, one of our most recent and freedom from unsightly bulges. For full details, write 

installations—at Long Beach, California—has for Bulletin W-45. 

a capacity of 5,000,000 cubic feet. Five lifts bring 

ittoa height of 211 feet—yet each lift nests true THE STACEY BROS. GAS CONSTRUCTION CO. 

in a space less than one-half of one per cent of One of the Dresser Industries 

the 100 ft. radius. That’s close tolerance! 5535 VINE STREET . CINCINNATI 16. OHIO 
The secret lies in the cup and grip assembly 

—all-welded prefabrication—an important and 

exclusive Stacey Brothers feature. 
But safe cupping and freedom from binding 
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Installing 20-inch Mechanical Joint Cast Iron Pipe 
for gas main in a metropolitan midwestern city. 


American Gas Journal, July 1948 





Mechanical Joint Cast Iron Pipe was originally developed to 
carry gas at high pressures. Designed specifically for that 
purpose, it was a success from the start because it combined a 
long-lived pipe with a bottle-tight joint. That was 25 years 
ago. Today, many important gas utilities have standardized 
on this pipe for all new mains regardless of pressures or types 
of gas. Fundamentally, of course, to be assured of long-lived, 
bottle-tight mains. But, also, because more footage can be laid 
per day with minimum equipment and a small crew — with 
less delays in wet weather and less difficulty with wet trenches 
—and with untrained men. Finally, the pipe is standardized 


with all accessories and fittings interchangeable. 


Cast Iron Pipe Research Association 
Thomas F. Wolfe, Engineer, Peoples Gas Bldg., Chicago 3. 


STANDARDIZE 
ON 


GE Svondardged MECHANICAL JOINT 
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THe NEW GROWTH in 


GAS INDUSTRY 
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A 9,000,000 cu. ft. per day Addition to’ Plant Capacity 
including one UGI mechanical generator carburetted 
water gas set with UGI waste heat boiler and UGI auto- 
matic fuel charger. 


AT THE TROY, NEW YORK, PLANT OF 
THE NEW YORK POWER AND LIGHT CORPORATION 








UNITED ENGINEERS & CONSTRUCTORS INC 


NEW YORK 17 PHILADELPHIA 5 CHICAGO 2 
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get your 
gas trenching 
jobs DONE! 


THEY HAVE THE 


SPEED - POWER AND 
MANEUVERABILITY 


TO 
DELIVER MAXIMUM 
TRENCH FOOTAGE 
IN THE CLOSE CON- 
FINED CITY AREA OR 
IN THE OPEN SPACES 


Today’s CLEVELAND “BABY DIGGER” (model 95) meets most ideally the many varied require- 
ments in trenching main, distribution and service lines. CLEVELANDS’ original, distinctive, compact, 
full-crawler, wheel-type design—fine balance—ease of control—quick shift conveyor—elimination of 
excess weight—low overall height and wide range of transmission-controlled speed combinations 
assure maximum trench footage with a minimum of damage to sidewalks, lawns and curbs in the 
confined areas of cities and suburbs. Their rugged, all-welded construction from the tougher, finer 
steels and their ample, correctly-applied power guarantee maximum durability and dependability. 

Quick trailer mobility gets more jobs done each day—These are some of the reasons 

for CLEVELANDS’ general acceptance as the logical machine for Gas Trench work. 


THE CLEVELAND TRENCHER CO. 


20100 ST. CLAIR AVENUE CLEVELAND 17, OHIO 
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SENERATING, CARBURE TING SUPERHEATER ALTERNATE GENERATOR, CARBURETING 
APPARATUS APPARATUS WITH:- WATER WALL 


nterflow 
tus 


; EC 
PATENTEYV 


Here are some of the outstanding advantages of the GASMACO 
process for manufacturing carbureted water gas: 


®@ Set is easily operated with soft coal and bunker C oil. 


®@ No carbon deposits — periodic cleaning of carbon from carbu- 
retor is eliminated. 


@ Bituminous coal fuel bed withstands higher blasting rates than 
previously possible. 


® Sidewall clinker adhesion is reduced. 


THE GAS MACHINERY COMPANY 


16114 WATERLOO ROAD ; . 
CLEVELAND |10, OHIO Gas Plant Equipment an 


Industrial Furnaces 


Designers Fabricators Erectors 
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Cg-*oor FURNACES 


intusaron HEATERS 
ARE ENGINEERED FOR 
L-P GAS...NOT ADAPTED 


Production is up from 4% in 1939 to 50% in 1947 to 5 l 0 0 1k u Fe n R C E Ss, 


serve the nation-wide demand of L-P gas customers 
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The Catalytic Cracking Process as a 
Means of Peak Load Shaving 


HE OPERATION of a lique- 

fied petroleum catalytic cracking 

plant installed at Riverhead in 
the eastern section of the Long Is- 
land Lighting Company’s territory 
has proven to be a successful means 
of not only providing additional gas 
production, but also of relieving the 
gas transmission system during peak 
load periods. 

The catalytic cracking process is 
not new to industry. It has been 
used for several years for the pro- 
duction of gas for use in furnace 
atmospheres and for glass manufac- 
turing heating processes requiring 
close control of the chemical con- 
stituents of the gas, The Riverhead 
plant is, however, the first full scale 
plant to be used by a gas utility com- 
pany. The process is basically that 
of reforming hydrocarbon gases at 
high temperatures in contact with a 
catalyst. The resulting gas is of rel- 
atively low specific gravity and heat- 
ing value, and is composed mainly of 
hydrogen and carbon monoxide. The 
reformed gas thus produced, may be 
cold enriched with liquefied petrole- 
um gas vapor to the desired heating 
value. The process may be control- 
led to produce a gas within wide 
limits of specific gravity. and heat- 
ing value, making possible the pro- 
duction of a gas that is almost iden- 
tical, in physical and combustion 
characteristics, to the base gas nor- 
mally supplied. It is therefore, a 
complete substitute gas, and may en- 
tirely replace the normal supply from 
the base load plant. This is a distinct 
advantage over liquefied petroleum- 
air gas mixtures which are widely 
used as a supplement gas for peak 
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By 
S. W. Horsefield 


Gas Production Manager, 
Long Island Lighting Company, 
Mineola, New York 


load purposes. It is well recognized 
that the high specific gravity of lique- 
fied petroleum-air gas imposes strict 
limitations in its use, depending 
chiefly on the chemical composition 
and specific gravity of the base gas. 
The Long Island Lighting Com- 
pany’s experience using butane-air 
as a supplement gas indicates that, 
for their system, the limit of inter- 
changeability is reached when the 
butane-air added is approxi- 
mately 22% of the base gas. 

Producing a 100% substitute gas, 
the catalytic cracking plant is ideally 
suited to serve areas at locations re- 
mote from the base load plant, con- 
sequently relieving the transmission 
facilities serving the area and elim- 
inating the necessity of substantial 
investment for additional transmis- 
capacity. This is very well demon- 
strated when applied to the Long 
Island Lighting System. Figure 1 is 
a general map of the System and 
shows the location and capacities of 
the gas production plants, the prin- 
cipal gas transmission mains, and the 
approximate distribution of the gas 
load throughout the territory on a 
percentage of System load and a 
peak-day basis. 


gas 


Transmission System 

The gas transmission system is 
essentially high pressure. Pressures 
up to 75 p.s.i. are presently used and 
up to 100 p.s..i are being planned for 
locations in the near future. 
The base load plants are located at 
Rockaway Park, Hempstead and Bay 


some 


Shore. During the past year, lique- 
fied petroleum-air plants were instal- 
led and put into operation during 
last winter’s peak load, at the In- 
wood Holder and Compressing Sta- 
tion, at the Hempstead Works, and 
at Babylon, 5 miles west of the Bay 
Shore Works. These L.P.-air plants 
were designed to supply peak shav- 
ing to the western section of the ter- 
ritory where the load concentration 
is the greatest. On account of the 
relatively small consumption at the 
east end of the Island and the limi- 
tations of liquefied petroleum-air gas, 
it was decided that a plant that could 
supply the entire gas demand in this 
territory was desirable. This deci- 
sion was further influenced by the 
fact that this area has a summer load 
almost equal to that of the winter, 
and that the present transmission 
system is being operated at full ca- 
pacity. Gas to this area is pumped 
from the Bay Shore Works at an 
initial pressure of 75 p.s.i. and de- 
livered via an 8” and a 6” main to 
Holtsville, where the pressure i 
boosted from about 15 p.s.i. to 85 
p.s.i, at an unattended automatically- 
operated compressor station. Leaving 
Holtsville, the gas is transmitted 
through a 6” main to Riverhead 
where it is again boosted in pressure 
at another unattended automatic sta- 
tion and finally delivered through 6” 
mains branching out to serve the 
north and south forks at the extrem- 
ity of the Island. The new catalytic 
cracking plant, located at Riverhead, 
produces sufficient gas to supply all 
the load at the east end of the Island, 
and, by reversing the compressor 
connection at Holtsville, it also sup- 
plies part of the load to Sayville and 
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Battery of three catalytic cracking furnaces producing gas for delivery to mains 


of Long Island Lighting Co. 
carries crane for installation 
Propane storage 
pressor 
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Patchogue, west of Riverhead on the 
South Shore. This relieves the Bay 
Shore Plant of supplying some 2,500 
MCF, which quantity is made avail- 
able for the more concentrated load 
demand west of Bay Shore. The dis- 
tance from Bay Shore to Riverhead 
is approximately 40 main miles. The 
present transmission system between 
these points is being used to capacity, 
and were it not for the new River- 
head Plant, an investment of over 
$1,000,000 would be necessary for 


additional transmission mains. 


Plant Equipment 

The equipment installed at River- 
head is for operation with a feed- 
stock of propane, butane, or both, 
for gas production, and light oil for 
heating the cracking furnaces. Fa- 
cilities for both light and heavy oil 
are provided for fuel supply to the 
boiler. 

The cracking plant consists of 
three Surface Combustion Corpora- 
tion catalytic cracking units, two of 
which were originally designed for 
the Washington Gas Light Company 
for reforming natural gas at about 
25 p.s.i., and were also to be heated 
with natural gas. However, on ac- 
count of Washington converting to 
100% natural gas, the units were not 
installed by that company but were 
modified by the Surface Combustion 
Corporation to permit firing with 
light fuel oil, and with the addition 
of a third similar unit, 
stalled at Riverhead. 

Each unit consists of a vertical 
rectangular furnace, approximately 
11 feet square and 24 feet high, 
mounted on a steel structure so that 
the base is 9 feet above ground level 


were in- 


12 


Furna es are 30 
racking 


yht backg 


feet in heiant. Superstruc ture 


tubes Notic 


una 


absence ' gas 
Building houses boiler an 
Phot } ; partia 


om 


moplete da 


They are constructed of steel and 
are refractory lined. Suspended at 
the top of each furnace and extend- 
ing vertically through to the under 
side are eight 534” inside diameter 
crackine tubes cast of chrome-nickel 
alloy, The total length of these tubes 
is approximately 26 feet and they 
are made up in three sections which 
are joined together by means of spe- 
cially designed couplings which are 
welded to the sections. Attached to 
the top of each tube is a tube-type 
primary cooler, and to the bottom, 
a flexible connection through which 
the air and steam mixture is 
fed. At the top of the furnaces is a 
steel structure supporting a gantry 
crane to provide convenient means 
of installing or removing the tubes. 

Each furnace is heated by 15 oil 
burners installed in three rows of 
five in the furnace floor in such a 
manner that each tube is surrounded 
by four burners and is thereby pro- 
vided with uniform heating. The 
catalyst used is the Surface Combus- 
tion Corporation’s special — nickel- 
oxide catalyst which is impregnated 
in a support consisting of 44” refrac- 
tory cubes. These cubes occupy ap- 
proximately 19 feet of tube space in 
the hot zone of the furnace; above 
and below this zone the tubes are 
filled with small pieces of alundum 
rock. The tubes are connected to 
manifolds at the top and bottom and 
are provided with valves to permit 
any tube to be isolated should the 
tube fail or if it is found necessary 
to burn out carbon deposits. Air sup- 
ply lines are provided at the bottom, 
and vent lines at the top of each to 
enable the catalyst to be revivified in 
any tube without affecting the oper- 


gas, 


ation of the others. In the outlet con 
nections at the top of each tube is 
an orice mercury 
manometer located at ground level 
and provided with electrical probes. 
The function of this manometer is 
to permit the operator to distribute 
the feed to the tubes properly, and 
also to sound an alarm automatically 
in the event of tube failure. 


connected to a 


The main items of auxiliary equip- 
ment are as follows: 


a) A liquefied petroleum storage 
plant consisting of nine standard 30,- 
000 gallon water capacity tanks, rail- 
road siding, two tank car unloading 
stations, and piping arranged to per- 
mit two types of feed-stock to be 
used simultaneously. 

b) Two 19,000 gallon oil storage 
tanks with unloading and _ supply 
pumps. 

c) A package type completely au- 
tomatic 200 H.P. and 200 p.s.i. Cy- 
clotherm boiler. 


d) Three Phillips Petroleum L.- 
P.G. steam heated vaporizers, each 
with a capacity of 1,000 gallons per 
hour and equipped with automatic 
temperature control. 

e) A direct contact-type washer- 
cooler with circulating water pump, 
heat exchanger and fresh water con- 
nections. 

f) An Ingersoll-Rand steam-driv- 
en gas compressor with a capacity 
of 116 MCF per hour at 15 p.s.i. 
suction pressure and equipped with 
an automatic governor to maintain a 
constant suction pressure. 

g) A fresh water supply system 
consisting of an electrically-operated 
Johnston 300 g.p.m. deep well pump, 
piping and diffusion wells to return 
uncontaminated cooling water to the 
ground. 

All auxiliaries are automatically 
controlled making the plant entirely 
automatic in operation. 
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FLOW DIAGRAM OF THE GAS MAKING PROCESS 


The Process 


A flow diagram of the process is 
shown in Figure 2. Four operations 
are necessary: mixing the L.P.G. 
vapor, air and steam in the correct 
proportions; cracking this mixture 
in the cracking tubes ; cooling the re- 
sulting reformed gas; enriching this 
gas to produce a final gas of the de- 
sired heating value. 

The main control of the plant is 
the flow of process vapor which is 
regulated by means of a remotely 
controlled valve operated by air pres- 
sure from the main control panel. 
The proportions of process air and 
steam required are automatically 
maintained by Askania_ controlled 
piston-operated valves. Vapor and 
air are first mixed and heated by 
passing through a steam heated tube- 
type pre-heater to 350°F before the 
process steam is added. The mixture 
of vapor, air and steam is then fed 
to the manifold at the bottom of the 
furnace and distributed to the crack- 
ing tubes. 

The cracking furnace temperatures 
are automatically maintained within 
close limits at a temperature of 1800° 
F by Leeds-Northrup pyrometer-po- 
tentiometer controllers that regulate 
the oil pressure at the furnace burn- 
ers. The hydrocarbons in the feed 
mixture reform in passing through 
the hot catalyst in the tubes; also, 
dis-association of steam by the water 
gas reactions occurs during this pas- 
sage. The resulting reformed gas is 
cooled in primary coolers at the top 
of each tube to approximately 350° 
l* and delivered through a manifold 
to the washer-cooler where it is fur- 
ther cooled to 70°F. The reformed 
gas is then enriched with L.P.G. va- 
por to produce a final gas of 540 
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Btu. This is accomplished by means 
of Cutler-Hammer calorimixer and 
Askania proportioning devices. Pass- 
ing through a mixing chamber, the 
final gas is pumped by the gas com- 
pressor and delivered the gas 
transmission system at pressures up 
to 65 p.s.1. 

The type of gas produced by the 
cracking process depends on the pro- 
portions of air and steam in the feed 
to the tubes and is usually referred 


to as “air-gas”’ 


to 


or “steam-gas’”’ ac- 
cording to whether air or steam pre- 
dominates in the mixture. By ‘con- 
trolling these proportions, reformed 
gas varying from 180 to 350 Btu. and 
from .52 to .65 specific gravity may 
be produced; the higher Btu. and 
lower gravity being those obtained 
with steam-gas. The gas output is 
considerably greater and less furnace 
heat is required for air-gas than for 
steam-gas operation. The variation in 
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the type of gas produced, made pos 
sible merely by changing the air and 
steam proportions, makes the process 
extremely flexible, and enables a 
final gas to be produced that closely 
matches almost any type of manu- 
factured gas normally supplied by 
utility companies. 

The completely automatic features 
of the plant make possible its opera- 
tion with only two men per shift, 
one of which is a technically trained 
engineer. It is controlled from a cen- 
tral control room which houses all 
instruments, meters, gauges and con- 
trols. These include: recording flow 
meters for vapor, air and 
steam: meters for reformed, enrich- 
ing and final gas; specific gravity and 
calorimeter recorders for reformed 
and final gas; and various recording 
and temperature gauges. Automatic 
shutdown equipment is _ provided 
which nét only shuts down the plant 


pre CESS 


for temperature and 


room. 





in the event of a failure of supply 
of any feed ingredient, but sounds 
an alarm and indicates by means of 
lights the cause of the shutdown. The 
alarm also sounds in the event fur- 
nace temperatures go beyond the up- 
per or lower limits set on the con- 
trol pyrometers ; lights indicate which 
furnace is affected and whether the 
temperature is high or low. 


Operating Results 


The plant was originally designed 
for a production capacity of 25 
MCF per hour per catalytic crack- 
ing unit. However, as a result of 
further development by the Surface 
Combustion Corporation, outputs 
over three times this amount were 
found possible if sufficient heat in- 
put to the furnaces was provided. 
This was confirmed by the pilot plant 
tests made at Chester by the Insti- 


tute of Gas Technology under the 
sponsorship of this Association, Ac- 
cordingly, the original furnace heat- 
ing burners were replaced with ones 
of higher capacity. Results obtained 
during four different test runs are 
shown in table shown in Figure 3. 
Run “A” was operation with the 
original burners, and runs “B,” “C” 
and “D” with the high capacity bur- 
ners. All these test runs were made 
with one unit only in operation. A, 
B, and C runs were made producing 
a final “matched of 540 Btu. 
and .68 to .70 specific gravity. Run 
LD) was made producing a final 100% 
interchangeable gas of 540 Btu. and 
.80 specific gravity. Runs A, B, and 
C may be considered to be steam- 
gas and run D air-gas operation. The 
ultimate limit of production capa- 
city was not reached in these tests. 
It was found necessary to limit out- 
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RIVERHEAD CATALYTIC CRACKING PLANT, L. I. L. CO. 
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OPERATION DATA & RESULTS 


A B 





Total Output/unit MCF /hr. 
Heating Value Btu. (Calor) 
Specific Gravity (Ranarex) 
Analysis (Calc.) CO2 

% Vol. co 


Reformed Gas 
Gas Produced MCF /hr. 
% of Final Gas 
Heating Value Btu. (Calor) 
Specific Gravity (Ranarex) 
Analysis CO; 
% Vol. co 
H2 
CH, 


Ne 
Process Vapor MCF /hr. 
Process Air MCF /hr. 
Process Steam Ib. /hr. 
Steam Ib./MCF Ref. Gas 
Air Cu.Ft./Cu.Ft. Vapor 
Ref. Gas MCF /Cu.Ft. Cat. (Cat:27.4 c.f.) 


Furnace Heating 
Oil Gallons/hr. 
Air Cu.Ft./hr. (Est.) 
Ave. Temp. Top °F. 
Ave. Temp. Bottom °F. 
Ave. Temp. (Control) Center °F. 


Efficiency 
Tube Efficiency (Ref. Gas) % 
Overall Eff. (Based on 135,000 Btu. /gal. 
Fuel Oil) % 


Enriching 
Used MCF/hr. 
% of Final Gas 
Btu./Cu.Ft. 
Specific Gravity 


Materials Used/ MCF of Final Gas 
Propane-Process-gallons 
Propane-Enriching-gal'ons 


Propane—Total—gallons 
Furnace Heating Oil gallons 
Steam Process Ibs. 

Steam Vaporizing (Est.) Ibs. 
Steam Preheater (Est.) Ibs. 


Steam Total Ibs. 
Air—Process Cu.Ft. 
Air Burners (Est.) Cu.Ft. 


Air Total 
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put in runs C and D on account oi 
excessive gas temperature  whicl 
reached 600°F at the outlet of the 
primary coolers. Minor changes in 
these coolers are being made to cor 
rect this condition and it is expected 
this will permit capacities to be in 
creased by 10% to 15%. It would 
appear that the ultimate capacity will 
depend on the rate of carbon deposi 
tion on the catalyst, and the conse 
quent curtailment in production when 
burning out these carbon formations 
It is believed that very high produc- 
tion rates may be possible for short 
periods. This is a distinct advantag: 
for peak load supply particularly if 
the hourly load factor is high. 

During the tests at Riverhead 
there was no evidence of carbon 
deposition and it is believed that pro- 
duction at the rates shown could con- 
tinue for a prolonged period before 
burn-out would become necessary. 

The amount of CH, in the re- 
formed gas is a good indication of 
probable carbon deposition ; burn-out 
should not be necessary if this does 
not exceed three to four per cent. 

The main object of the tests re- 
ported was to determine the gas mak- 
ing capacity of the units. It is inter- 
esting to note, however, that the most 
economical operation was attained in 
test run B, on account of the larger 
amount of gas produced by the 
water-gas reaction. 

The only feed-stock thus far used 
at Riverhead is propane, but tests 
will be made with butane before the 
coming winter. Tests completed by 
the Institute of Gas Technology 
using butane at the Chester pilot 
plant, indicate that higher produc- 
tion rates are possible with this feed- 
stock. Research work at Chester in 
connection with the A.G.A. Project 
CPR-1C is continuing with various 
other hydrocarbon feed-stocks and 
much valuable information is being 
obtained. The Surface Combustion 
Corporation has further developed 
the process for operation with a 
feed-stock of natural gasoline, and 
plants of this type are now being 
built for the Consumers Gas Com- 
pany, Reading, Pennsylvania, and 
Harrisburg Gas Company, Harris- 
burg, Pennsylvania. 


Conclusions 

The catalytic cracking process is 
ideally suited for gas production for 
peak loads and has the following ad- 
vantages : 

1. It produces a perfectly matched 
gas which can be used to supply a 
100% replacement gas. 

2. If located at a point remote 
from the base load plant it can com- 

(Concluded on Page 50) 
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Equipment and Processes for 
Manufacturing Higher BTU Gases 


HE SUBJECT of the produc- 

tion of Higher B.t.u. gases is of 

continuing importance to both 
manufactured and natural gas dis- 
tributing companies. The production 
of these gases for meeting emer- 
gencies and peak demands, for peak 
shaving, and for increasing the 
capacity of existing distribution sys- 
tems and the thermal capacity of ex- 
isting manufacturing plants appears 
to be a continuing and pressing prob- 
lem. The problem of utilizing exist- 
ing equipment for this production 
without unduly increasing investment 
totals is of great importance to all 
distributing companies in these times 
of constantly and rapidly increasing 
demands on their systems. 

Many companies are finding it eco- 
nomical to install L.P.G. facilities 
but others who have existing water 
gas plants which can be modified are 
more concerned with using this ex- 
isting equipment. Certainly where 
these plants already exist, it is easier 
and cheaper, from the investment 
standpoint, to provide storage for 
gas oil and solid fuel than to build 
storage and mixing equipment for 
new L.P.G. installations of equiva- 
lent daily capacity. However, oper- 
ating labor costs may be consider- 
ably higher for the High B.t.u. Man- 
ufactured Gases than for L.P.G. 
Each company must balance the in- 
vestment and operating costs as well 
as the availability of raw materials, 
when needed, before deciding on 
which type of installation to make. 

In order to assist those interest- 
ed in manufacturing Higher B.t.u. 
gases, this survey of processes, and 
equipment available for such produc- 
tion, was undertaken, 

1. Standard water gas sets are 
modified by the addition of equip- 
ment necessary to increase oil input. 
"he modifications normally required 


Installation of oil sprays in the 
generator dome. 

Steam nozzles or controls to ad- 
mit steam into dome of gener- 
ator during up-run. 

Separate oil meters to generator 
and carburettor 

Necessary additional steam 
meters. 
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By 
J. P. Stephens 


Gen, Supt. Gas Production, 
The Cincinnati Gas & Electric Company, 
Cincinnati, Ohio 


The oil is sprayed into both gen- 
erator and carburettor during the up- 
run with steam being admitted below 
the grates and over the fire at the 
same time. If a down-run or a back- 
run is used, some oil may be re- 
formed in passing through the fire. 
Oil admission is normally cut off into 
the generator during down-run or 
back-run, but continued in the car- 
burettor. 

On split run machines, it is not 
necessary to make down-runs as the 
oil sprayed into the generator suf- 
ficiently cools the top of the fire and 
the exposed brick work. 

The modified water gas sets are 
capable of producing gas with a heat 
content ranging from 500 to 1000 
B.t.u. per cu. ft. The control of 
B.t.u. in the higher ranges in ma- 
chines of this type is achieved by 
reduction in the amount of steam 
passing through the fire, and by re- 
ducing the depth of the fire bed. 
These reductions result in less hydro- 
gen and CO being formed and the 
final gas is richer in higher heating 
value constituents. 

Various operators report capacities 
of twelve foot water gas sets, mak- 
ing 900 to 1000 B.t.u. gas, from 3000 
MCF per day to 3500 MCF per day. 

2. An operator reports the use of 
water gas sets modified so as to use 
only two of the three standard shells. 

“The modification consisted of 
disconnecting the generator from the 
rest of the machine. This generator 
is set aside and not used. A tee is 
installed on the top of the carburettor 
to which is attached an air and a 
steam supply. An oil burner is in- 
stalled in this tee provided with suit- 
able meters, strainers and regulating 
devices. An oil spray is installed, at 
an angle, through the carburettor 
crown outside this tee, in such a way 
that the spray covers the surface of 
the checker brick below. The opera- 
tion of this machine is identical to 
the twin generator oil gas process, 
except that only one generator is 
used. A machine of this kind will 
produce 3,000 MCF per day or 125 


MCF per hour. Checker brick spac- 
ing in the single generator oil fired 
machine is somewhat wider than in 
the twin generator set. The gener- 
ators of the twin generator sets are 
checkered substantially with 1%” 
spacing and super heaters with 2%” 
spacing. In the single generator sets, 
the generator checker spacing is 2/2” 
and the super heater spacing is 3” 
to 4”. 

3. Another company reports on 
the use of a single generator set dif- 
ferent from the one described above: 


Equipment 

“A normal carbureted water gas 
set was altered by removing the 
back-run pipe from the base of the 
generator to the wash box, the back- 
run steam from the super heater off- 
take, and also, the natural gas re- 
forming connections. The coaling 
door lid was removed from the top 
of the generator and the heating oil 
burner assembly inserted. No 
changes were made to primary or 
secondary air, up-steam connections, 
carburettor, oil spray or checker 
brick. The generator grates re- 
mained in place and were covered 
with three rows of staggered checker 
brick to disperse the air or steam 
equally. Thermo couples were pro- 
vided in the top of generator lining, 
bottom of carburettor checkers and 
the bottom and top of superheater 
checkers.” 


Operation 


“The heating oil burner is of the 
steam atomizing type and is ignited 
initially by an oxyacetylene torch. 
After the set is hot, ignition is ob- 
tained from the hot generator crown. 
Atomized oil from the heating burn- 
er is sprayed from the top of the 
generator counter - flow to the pri- 
mary air blown from the bottom of 
the generator. Secondary air is ad- 
mitted to the carburettor for com- 
plete combustion. After the checker 
bricks are thoroughly heated, cycle 
operation is started. The three min- 
ute cycle consists of approximately 
52 percent heating and 48 percent 
making. At the end of the blast or 
heating period, all air is shut off and 
low pressure steam admitted to the 
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base of the generator and shortly af- 
ter, make oil sprayed in the top of 
the carburettor with the normal 
spray. At the end of the make cycle, 
there is a short steam purge followed 
by a short air purge. It will be seen 
that it is essentially an up-run proc 
ess, excepl for the method of heat 
ing. Gas works oil or Diesel oil is 
used for both heating and making.” 


4. A manufacturer reports on the 
work necessary to convert a 3-shell 
carbureted water gas set to a 3-shell 
oil gas set as follows: 


“The standard angle connection 
between the top of the generator and 
the top of the carburettor is removed 
and these openings bricked up and 
blanked off with steel flanges. A bot 
tom cross-over connection similar to 
the carburettor super-heater cross 
over connection is installed between 
the old generator and the old car 
burettor. These two shells now con 
stitute generator No. 1 and generator 
No. 2. The grates are taken out of 
generator No. 1 and arches are in 
stalled similar to those in generator 
No. 2. On these arches are placed 
ten to twelve rows of high heat stor 
age capacity checker brick. Silicon 
carbide brick may be used for these 
checkers since they will supply three 
or four times more available heat 
than standard checkers. It is neces 
sary to make changes in the blast 
line since air for both generators 
must now come in at the top to pro 
vide down blast through the two gen 
erators. Top tees are placed on each 
generator to which are attached blast 
connection, process and purge steam 
connections, lighter opening, and a 
shutter adjustment for distributing 
blast air so that the heat will be uni 
form over the cross section of the 
generators. The top flange of this 
tee is arranged for the insertion of 
make oil spray, heat oil burner and 
the necessary steam purge and steam 
atomization apparatus. 

“Little work is necessary in the 
old carburettor except for rechecker- 
ing. Checkering in the generators is 
usually one and one-half (1%) inch 
staggered checkering. The super 
heater is not changed with the ex- 
ception of its checkering which in 
this case is two (2) or two and one- 
half (2%) inch staggered flues. Sili 
con carbide brick is not used in the 
superheater even if it is used in the 
two generators. It may be necessary 
to, enlarge the superheater to seal off 
take and make some changes to the 
seal in order to reduce back pres 
sures. The reason for this is the 
high momentary rate of make and 
the higher temperatures of the exit 
gases. Once beyond the seal, the 
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gases are treated as in common water 
vas practice. However, more tar is 
made per hour when making oil gas 
and this tar has to be handled. Some 
provision for the increased amount 
of tar will be necessary. It is pos- 
sible that oil scrubbing may have to 
be resorted to for the removal of 
naphthalenes and gum formers. 

“The set is brought to gas mak- 
ing temperatures by blasting down 
through both generators. The prod- 
ucts of combustion pass out through 
the super heater where heat is stored 
in the checker brick for the subse- 
quent fixing into a permanent gas 
of the oil vapors produced in the 
generators. The cycle will vary be- 
tween three (3) minutes and five (5) 
minutes, depending on local condi- 
tions. Roughly, sixty percent (60% ) 
of the cycle is used for the heating 
period and thirty-three percent 
(33%) for the gas making period. 
The remainder of the cycle is used 
up by purging or is lost time due to 
valve changes. 

‘Heats are carried somewhat high- 

er in the checker brick than is com- 
mon with water gas practice.” 
5. The same manufacturer reports 
on changes which were made to a 
single shell Williamson Carburetted 
Water Gas Machine: 

“To rebuild this machine for oil 
gas production, the generator grates 
were removed in the bottom of the 
generator and extra strong checker 
arches installed. The top crown of 
the old generator Was removed as 


well as the wall above which divided 
the top chamber of this carburettor 
and generator. A new dome was put 
into this shell on which two tees for 
blasting and oil input were installed. 
The blast was arranged so that the 
swirl of the burners had one _ ro- 
tating clockwise and the other 
counter-clockwise to give control of 
the distribution of heat over a cross- 
section of the carburettor and the 
generator.’ From the bottom of the 
single shell, a purge pipe was carried 
up through the roof for the escape 
of combustion products. The gas 
offtake was taken from a point about 
midway up the purge pipe leading 
to a standard hydraulic seal sepa- 
rator. 

“For all practical purposes, the set 
ran as well as did 3-shell sets. The 
quality of the gas could be varied 
by the same operations used to vary 
the qualities of a 3-shell set.” 


Description of Oil Gas Process 
At Baltimore 

The oil gas process being tested in 
Baltimore is the one developed by 
Mr. E. L. Hall and being sponsored 
by the Research Committee of the 
American Gas Association. 

The machine consists basically of 
the carburettors and superheaters of 
two adjoining water gas machines. 
The former generators were phy- 
sically disconnected and are not used 
in the oil gas process. A large cross- 
over connection was installed be- 
tween the tops of the two carburet- 
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The most successful refractory for lining gas 
generators is silicon carbide which Norton 
Company manufactures under the trade-mark 
of CRYSTOLON. CRYSTOLON brick and 
shapes are helping many plant superin- 
tendents in three ways: 1. increased plant 
capacity; 2, decreased maintenance costs; 
3. long lining life. 
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Sectional drawing of gas generator furnace cross-section. 
lined with CRYSTOLON refractory 
shapes. 
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CRYSTOLON brick decrease maintenance cost by 
greatly extending periods between repair jobs 
and by reducing cleaning time. Because of the 
dense, hard surface of CRYSTOLON brick it is 





only necessary to break the clinker ring in one 
place and the entire ring will then fall free. 
CRYSTOLON linings often pay for themselves the 
first year by savings in cleaning costs alone. 

The results which may be expected from the 
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tors (which are now called genera- 
ators). A three-way valve with a 
bottom outlet to a single washbox 
was connected to the tops of the 
superheaters. Combination make oil 
sprays and heat oil burners were in- 
stalled at the top of each generator. 
Air and steam connections were in- 
stalled as shown on the attached 
sketeh. 

The sequence of operations is as 
follows: 

1. Blast period to heat No. 2 Gen- 
erator and No. 2 Superheater. 

Stack C, is closed, stack C, is 
open and the back run gates are 
against seat B, during this period. 
Primary air is admitted through 
valve A, to scurf the carbon deposit 
from the checkers in No. 1 Super- 
heater and No. 1 Generator. Sec- 
ondary air is admitted through valve 
A, and heat oil is supplied through 
valve HO,. At the end of the blast 
period valves HO,, A,, Az and C, 
are closed. 4 
2. Make period in No. 2 Generator 

and No. 2 Superheater. 

Steam valve S; is opened and 
make oil valve MO, is opened to sup- 
ply oil to No. 2 Generator. The 
make gas leaves the top of No. 2 
superheater and passes through the 
three-way valve to the washbox. 
During this period carbon is de- 
posited on the checkers in No, 2 
Generator and No. 2 Superheater. 
At the conclusion of the make period 
valves MQ, and S, are closed and 
the three-way valve gates are moved 
against seat Bo. 

3. Blast period to heat No. 1 Gen- 
erator and No. 1 Superheater. 

Stack C,; is opened. Primary air 
is admitted through valve A; to 
scurf the carbon deposit from the 
checkers in No. 2 superheater and 
No. 2 generator. Secondary air is 
admitted through valve A, and heat 
oil is supplied through valve HO,. 
At the end of the blast period valves 
HO, A;, Ay and C, are closed. 

4. Make period in No. 1 Generator 
and No. 1 Superheater. 

Steam valve S. is opened and 
make oil valve MO, is opened to 
supply oil to No. 1 generator. The 
make gas leaves the top of No. 1 
superheater and passes through the 
three-way valve to the washbox. 
During this period carbon is de- 
posited on the checkers in No. 1 gen- 
erator and No. 1 superheater. At the 
conclusion of the make period valves 
MO, and S, are closed and the three- 
way valve gates are moved against 
seat 5. 

The machine is then ready to re- 
peat step No. 1 above. 

It is hoped that the foregoing de- 
scriptions will assist those interested 
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in producing High B.t.u. gas in de- 
termining what modifications in ex- 
isting water gas sets would be most 
advantageous. For instance, a 3- 
shell oil gas set has approximately 
twice the production capacity of a 
2-shell set of approximately the same 
dimensions. The cost of modifying 
a water gas set for twin generator 
operation is considerably higher than 
modifying the same set for single 
generator operation. This added cost 
can be saved if the production capa- 
city required can be attained with the 
single generator set. 

The lowest modification cost would 
seem to be that described under No. 
3 above. If the tar can be used for 
heating the set, it would seem that 
this set has the added advantage of 
a large combustion space. It may be 
possible to burn tar in the lower por- 
tion of the generator for heat and 
achieve smokeless operation which is 
sometimes difficult when using tar 
as fuel. 

Also, at some future date, this 
generator can be modified as in the 
twin generator process to increase 
the capacity of the plant to meet in- 
creased demands. This is, also, true 
when the generator is disconnected 
from the rest of the set as in No. 2 
above. However, disconnecting the 
generator might result in its being 
dropped from the rate base. This 
would not apply where the generator 
is being used as a “dutch oven.” 

Most operators will probably find 
that using a minimum amount of 
steam, which does not pass through 
a full bed, will improve set opera- 
tion. The water gas reaction does 
not seem to take place to any great 
extent in the twin generator opera- 
tion. This can be determined by an- 
alysis of the gas produced. A low 
percentage of hydrogen or carbon 
monoxide in the finished gas indi- 
cates that the water gas reaction is 
not taking place. If the operator 
finds a low percentage of hydrogen 
in the finished gas, he should be able 
to reduce steam input to the set to 
that amount necessary for complete 
purging. Any steam used above the 
minimum required for purging is 
unnecessary as it is only being super- 
heated in the set, and results in in- 
creased back-pressure in the seal. 

One possible method of increasing 
the efficiency of the oil gas process 
is the use of tar as the heating fuel. 
The price obtainable for tar is usually 
less than the price paid for oil. Tar 
production will depend on the type 
of liquid fuel used. With a No. 2 or 
3 gas oil, it will be approximately 
twenty percent (20%) of the make 
oil used, and this is almost exactly 
the amount of heat fuel needed. 


Thus a saving can be made if tar 
can be used to supply the heat needed 
to crack the oil. 

This paper is not intended to be 
an operating guide. It is hoped that 
it will show what certain members 
of the industry have done to solve 
some of their problems pertaining to 
peak loads, and production and dis- 
tribution capacities. 
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to the following men whose co- 
operation made this paper possible: 

1. George T. Bentley, Superintendent of 
Production, Michigan Consolidated Gas 
Company. 

2. Paul L. Covell, Superintendent of 
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pany. 

3. Frank P. Lamb, Assistant Superin- 
tendent of Production, Washington Gas 
Light Company. 

4. Kenneth W. Stookey, President, Gas 
Machinery Company. 
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Washington Conference On 
Gas in National Security 

An informal conference in Washington, 
D. C., May 21, between natural and manu- 
factured gas company executives and the 
National Security Resources Board, has 
paved the way for preparations which 
would assure an adequate supply of gas in 
event of a war emergency. 

Industry representatives agreed to name 
a committee or committees which would 
assist the N. S. R. B. in making a 
survey of gas supplies and estimated de- 
mands for the next five years; attempt to 
cope with bottlenecks facing the industry ; 
carry forward an economic study of the 
price of gas in relation to the price of 
other fuels, and study and report on tech- 
nological developments affecting the gas 
industry. 

Hudson W. Reed, president, The Phila- 
delphia Gas Works Company and the 
American Gas Association, offered the As- 
sociation’s study of requirements based on 
normal needs, as a supplement to the 
Armed Forces’ forthcoming estimate of 
gas needs for defense plant operation. 

Recognizing that a bottleneck exists in 
pipe for transmission lines, Arthur M. 
Hill, N. S. R. B. chairman, urged that a 
seven or nine-man committee be appointed 
to present before Congressional committees 
the gas industry’s case for steel pipe. Alex- 
ander Macomber, Boston, Mass., and J. 
French Robinson, president, The East Ohio 
Gas Co., Cleveland, were designated to 
meet with Edward Falck, N. S. R. B., to 
select this committee. 

N. S. R. B. representatives stated that 
their aim is to assist in removing obstacles 
to gas industry expansion so that the in- 
dustry could be of maximum assistance in 
any emergency, and also to develop proper 
legislation in this field to meet such an 
emergency. 


American Gas Journal, July 1948 





A Study of Servicemen’s Tools 


By 
J. R. Larson 


n California Gas Co. 


I. The Manner of Selecting Tools and of Keeping Tool Lists 
to a Minimum 


A. Survey of Tool Usage 


EVERAL YEARS ago the 

Standards Section of the Cus- 

tomer Service Department was 
given the general assignment of do- 
ing the “leg work” connected with 
the furnishing of tools, tool contain- 
ers, truck design, and other related 
items. The first task undertaken with 
the tool assignment was to make a 
survey of the usage of tools fur- 
nished at that time. The survey was 
accomplished by making ride studies 
with 14 of our best servicemen. A 
notation on an especially prepared 
field sheet was made every time a 
tool was used. A fairly representa- 
tive cross-section of tool usage was 
obtained from the survey. We found 
that 75% of the tools were not being 
used on 90% of the orders. During 
the working of approximately 200 
orders of all types, 28% of the tools 
were not used at all. 

The results of this survey were 
reviewed with all interested super- 
visors in the department, and changes 
in the tool list were agreed upon. 
Several tools were removed. Others 
were altered so as to become more 
effective, and one or two tools which 
were found to be needed were added. 


B. Selection of Tools as to Type 
and Brand 

About a year ago, through the co- 
operation of our Tool Depot, we 
standardized on the tools furnished, 
both as to type and brand. This was 
done in order to furnish the service- 
man with the particular brand of tool 
most acceptable to him and to insure 
the selection of the quality desired. 
The Tool Depot furnished us a com- 
plete kit in which each tool was the 
exact item that they expected to pur- 
chase for future supply. At a meet- 
ing of all our District Service Fore- 
men, each tool was presented to the 
group for discussion and placed in 
one of three classifications, namely: 
(1) tools entirely satisfactory; (2) 
generally satisfactory but would pre- 
fer to review before the stock is re- 
plenished; and (3) major change 
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Care must be given to the 
selection of the tools as to 
cost, safety, availability, and 
quality. Complaints on tools 
must be cared for. These are 
but a few of the reasons why, 
especially in a large company, 
it is false economy not to give 
a reasonable amount of con- 
sideration to the selection and 
standardization of proper 
tools. 

In order to keep the discus- 
sion on a factual basis, this 
study covers recent experi- 
ences related to servicemen’s 
tools within the Southern Cali- 
fornia Gas Company. The dis- 
cussion is relative to tools fur- 
nished servicemen doing resi- 
dential service work. This 
company has had for many 
years a standard list of tools 
for servicemen. 
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contemplated do not re-order. The 
tools listed in the latter group were 
subsequently eliminated from the 
tool list or were transferred to an 
optional list and will be eliminated 
as soon as the present supply is ex- 
hausted. Shortly before the supply 
of a tool listed in Group 2 (generally 
satisfactory) is exhausted, the Tool 
Depot notifies us of the fact. A 
study is then made of this particu- 
lar tool. Samples of what is thought 
desired are selected and the facts, 
together with samples, are presented 
to the foremen’s group for discus- 
sion. With their recommendation 
and subsequent approval of the Op- 
erating Manager, the Tool Depot 
proceeds to furnish the requested 
tool. 


C. Preparation of an Optional 
List to Further Reduce the 
Number of Tools Supplied 


Another recent attempt to keep the 
basic tool list to a minimum was the 
separation of our standard tool list 
into two groups: (1) basic tools and 


(2) optional tools. We found that 
because of the tool habits of a few 
men in each district, we were sup- 
plying some tools on our standard 
list that were never used by the ma- 
jority of servicemen. These tools 
were placed on an optional list. All 
tools on the basic list are issued to 
a serviceman when he achieves the 
classification. An optional tool can 
be obtained then or later in the same 
manner as used for the entire basic 
list of tools, i.e., tool loan card with 
foreman’s approval. Servicemen re- 
quest an average of about 5 optional 
tools per man. 


D, Processing of Suggestions for 
Additional Tools 


Through an active suggestion pro- 
gram* many proposals are received 
from the servicemen for additional 
tools and for alterations to the pres- 
ent ones. To treat these suggestions 
fairly and consistently and to incor- 
porate those which prove worthy, the 
following procedure has been estab- 
lished for processing of suggested 
additions : 


“Schedule for Handling Tool 
Suggestions” 
I. Preliminary Investigation by 
Standards Section: 

A. Review files for previous simi- 
lar suggestions. If sufficient infor- 
mation regarding suggestions is 
available in files, submit final answer 
to suggester. 

B. Review suggestion for obvious 
or controlling factors, i.¢., cost, 
availability, practicability, and fre- 
quency of use. 

C. Review suggestion with regard 
to safety practices. If safety is in- 
volved, check with Safety Depart- 
ment for approval. If suggestion 
survives preliminary investigation, 
the following procedure applies: 

Il. Procure tool samples for field 
test. 
III. Conduct Field Test: 

Distribute tools among various 
districts accompanied by letter to 
supervisors and sufficient copies of 

* A “Proven Employee Suggestion and 
Field Observation Program” by W. E. 


Otis, P.C:G.A. Utilization Conference, 
February, 1947. 
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questionnaire to be filled in by each 

serviceman testing tool. Set time 

limit on return of tools and ques- 
tionnaires. 

IV. Summarize results of field test 

V. Present summarization of re 
sults, recommendations, and 
samples to District Service 
Foremen’s Group. 

If tool is approved and procure- 
ment is requested by the Foremen’s 
Group, Step VI follows: 

VI. Present all available information 
and data to Operating Man- 
ager’s Staff for final approval. 

This schedule for handling of tool 
suggestions has proved to be very 
satisfactory. The two most impor- 
tant factors of tool selection, namely, 
the need for the tool and the field ac 
ceptance of it, are either verified or 
disproved. 

E, Safety 

Safety considerations play an im- 
portant part in tool supply. A few 
examples would probably best illus 
trate this: 

1. The hazard of unprotected file 
tangs was removed by supplying files 
without tangs. For years we had 
supplied file handles which were sel 
dom used and which took up valu 
able space in the kit. 


2. Another recent change was the 


supplying of small rubber fish-hook 
protectors to be used with the ream- 
ers. These are cone-shaped and not 
only serve as protection from the 
sharp point of the reamer but can 
also be used in temporarily stopping 
off the gas supply when making re 
pairs on range valves, etc. 

3. Knee pads, while not a tool, 
are part of the equipment now sup- 
plied all servicemen. Prior to the 
supplying of these, approximately 
two years ago, the cost, time lost, 
and suffering due to knee injuries 
was a major problem. During the 
three years prior to that time, an 
average of one man per year had 
been totally disabled due to knee in- 
juries. Since the knee pads have 


been supplied, knee injuries have 
been almost eliminated. For the first 
time since accident reports have been 
kept, the Customer Service Depart- 
ment has had fewer knee injuries 
than the other operating departments. 

These are but a few examples 
where safety has influenced the 
choice of equipment supplied service- 
men. Our Safety Engineer has, 
through close coordination with the 
Customer Service Department, been 
instrumental in keeping us “Safety” 
conscious. Safety is of prime im- 
portance in tool selection. 


F. Development of New Tools 


Occasionally a suitable tool for the 
job is not available and a tool must 
be developed. Approximately 25 of 
the tools now supplied are of special 
design and are made either in our 
own shops or on order. A typical 
example of this is the aluminum tool 
tray which is illustrated in Figures 
4 and 5. It was primarily designed 
for our Servicemen #2. Other ex- 
amples are the combination soap and 
dope can, a device for testing B-60 
millivolt circuits and controls, the 
Grayson water heater thermostat 
wrench, and the hand vacuum pump. 


G. Weight Considerations 


It has been our experience that as 
tool kits become heavier due to grad- 
ual additions of tools, servicemen are 
less apt to carry the kits. The ten- 
dency is to do the work with tools 
they are able to carry in their 
pockets. Only in cases where they 
cannot improvise with the pocket 
tools do they return to the truck for 
the kit. This naturally leads to poor 
tool habits and often to poor work- 
manship. In order to encourage the 
use of the kit by making it as light 
as possible, the heavier tools have 
been transferred to truck stock. Our 
servicemen’s new trucks are designed 
to properly accommodate these tools. 
A definite place is provided for each 
toc il. 


II. Proper Tools for Servicing the Modern Appliance 


Although gas appliances have 
changed radically during the last ten 
years, the tools necessary to service 
these appliances have changed only 
gradually. The clock-controlled 
range campaigns of the middle *30’s 
here in Southern California may have 
been partly responsible for larger 
tool requirements here than else- 
where. During the last three or four 
years, Our Own experience has been 
an actual reduction of the total num- 
ber of tools on our basic list. How- 
ever, this is largely due to the re- 
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moval of obsolete tools, the trans- 
ferring of others to an optional list, 
and the combining of tools wherever 
possible. 

Listed below are the tools that we 
have found necessary to add to our 
list during the last three years: 


Phillips Screw Drivers (both 
and #2 points). These screw 
drivers become necessary be- 


1. 
+1 


have 
cause appliance manufacturers are 
using an increasing number of 
Phillips screws in their products. 


2. 1/16” Allen Set Screw Wrench 
This was added because certain con- 
trol manufacturers began to use this 
size Allen set screw on their controls. 
3. 44%" Ignition Pliers. This item 
has become increasingly useful for 
making minor adjustments, such as 
on difficult to reach top pilot adjust- 
ment screws, simmer adjustments, 
etc. 


4. Servel AManometer Connector 
Suitable for All Models. This is an 
L-shaped steel manometer connector 
with threads for “S” Model burners 
on one end and threads for all other 
models on the other end. The steel 
threads hold up much better than 
brass in the tool kits. We have 
found the L-shape to be necessary 
for testing pressure on older models 
of which we have a large number. 


5. Small Screw Driver (1¥{¥" 
Shank, 3/32" Diameter) to fit small 
screws found on pilot adjustments 
where a short shank screw driver is 
necessary. 


6. 6 Flexible Steel Rule. Pri- 

marily supplied to facilitate the cor- 
rect ordering of appliance parts. 
7. 3/16” 8-Point Socket Wrench 
with an L-Shaped Handle. This is 
supplied primarily for adjusting 
Grayson water heater thermostats, 
but other uses for it have been dis- 
covered. 


8. Hand Vacuum Pump. This 
double-action pump (vacuum and 
compression) was supplied for clean- 
ing pilot lines prior to the installa- 
tion of filters, but many other uses 
for it have been found, such as clean- 
ing main burners and pilots on all 
gas appliances, and, in cases of ex- 
treme inaccessibility on the modern 
range, lubrication of top burner 
valves. 


9. B-60 Tester consisting of two 
flashlight batteries, resistor, and 
switch, in a wooden case. The out- 
put of this unit when connected to a 
B-60 millivolt circuit is approxi- 
mately the same as that of the ther- 
mopile used with General Control’s 
B-60 valves. This tool has two pri- 
mary uses: (1) for locating trouble 
in B-60 circuits and valves, and (2) 
to be attached to B-60 valves on 
ranges where a defective thermopile 
is encountered. Thus, the customer 
can use her oven or broiler with 
automatic ignition while the new part 
is being ordered. Other uses for 
this tool include opening of B-60 
valves on newly installed furnaces to 
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purge the air through the main burn- 
er rather than wait for the air to 
bleed through the pilot generator. 

In addition to the tools mentioned, 
improved conté 1iners for some of the 
tools and other equipment the 
serviceman must carry have been 
furnished. 


Conclusions 

1. Tool lists for servicemen 
should be kept standard to insure 
that all servicemen have the tools 
necessary to perform the required 
work safely and satisfactorily. 

2. In selecting any given tool, the 
major points are need for the tool, 
safety, cost, and, of major impor- 
tance, what acceptance the tool has 
with the field men. 
3. Periodically the field usage of 
tools should be surveyed and the tool 
lists revised if necessary. 

4. The serviceman’s tool kit 
should be kept as light as possible. 
This can be done by removing ob- 
solete tools, transferring heavy, less 
frequently used tools to truck stock, 
and by placing tools seldom used but 
which are considered necessary to 
some men on an optional tool list. 

5. Every tool suggestion should 
be promptly processed and an an- 
swer forwarded to the suggester. 

6. The modern gas appliance is 
forcing more attention on tools, but 
the quantity of tools supplied for 
servicing these appliances need not 
be excessive. 


Presented at the Pacific 
sociation, Technical 
Service Conference, 


1, 1948. 


Coast Gas As- 
Section, Customer 


Fresno, Calif., April 


Table of Basic Kit Tools for Servicemen +1 


. Order Holder 

. Oven Thermometer Base 

. Oven Thermometer, 0°-600° 

. Refrigerator Thermometer, 

. Rubber Tubing, %” 
Tubes 

. File, 6”, 

. Oil Can 

. Lipstick Type Container for Valve 
Grease 

. Plastic 
Jelly 

. Manometer Connector for Servels 

. Level—3” 

. Flexible Steel Tape—6’ 

. Screw Driver, 4” Phillips #2 Point 

. Screw Driver, 3” Phillips #1 Point 

. Screw Driver, 3” Stanley (No. 20) 

. Screw Driver, 3” Stanley (No. 177) 

. Screw Driver, 134” Heavy Duty 

. Screw Driver, 114” 

. Screw Driver, 1%” Blade, 
Shank 

. Screw Driver, Servel Burner 

. Screw Driver, Offset 

. Flashlight 

. Ball Peen Hammer, 2 oz. 

. Combination Flue Cleaner 
Lighter Rod 

. Finger Tool 

. Swab Brush, 13” 

. Large Burner Port Reamer 

. Small Orifice Reamer 

. Large Orifice Reamer 

. Small Burner Port Reamer 

. Orifice Reamer Handle 

. File, 6” Slim Taper 

. Box-End Wrench, 7/16” x ‘J 

. Wrench, 9/16” x %” D.O.E 

. Stove Bolt and Orifice Wrench 

. Wrench, 34” x 5%” E. 

. Furnace Valve Key 

. Mirror 

. Tap, %” Pipe 

. Tap, 5/ 16” x 32 Plug 

. Tap, %” x 28 Plug 

. Leather Drill Case with Drills 
(Drills vary in Size from No. 32 
to No. 80) 

. Center Punch 

. Orifice Expander Punch 

. Drill #3 Straight Shank Twist 


0°-120' 
x 14” with End 


Round Bastard 


Container for Petroleum 


3/32” 


and 


46. Large Pin Vise 
47. Small Pin Vise 
48. Wrench, 3/16” 8-Point Opening Soc- 
ket 
. Allen Set Screw Wrenches, 1/16”, 
3/32”, 4%”, 5/32” 
. File, 8” Flat Smooth 
. Wrench, 10” Pipe 
. Wrench, 6” Pipe 
. Wrench, 12” Crescent 
. Wrench, 8” Crescent 
. Wrench, 6” Crescent 
. Wrench, 4” Crescent 
. Pliers, 44%” Ignition 
. Pliers, 6” Needle Nose 
. Pliers, 6” Bent Nose 


Table of Truck Stock Tools 


Hack Saw—8” 

Hand Vacuum Pump 

Canvas, 3’ x 5’ 

Soap Brush 

Combination Soap & Dope Can 
First Aid Kit 

B-60 Valve & Circuit Tester 
Whisk Broom 

Claw Hammer 

Wire Brush 

Hand Drill, %” 

Cold Chisel, 1%” 

Garden Trowel 

Manometer, 15” (U Type) 
Manometer Cone Attachment 
Wrench, 14” Pipe 

Wrench, 24” Pipe 

Hose & Bag for Blowing Services 
Furnace Purger (Bellows & Hose) 


Table of Optional Tools Most 
Frequently Requested 


1. Wrench, 7” Vise Grip 

2. Pliers, 6” Straight Nose 

3. Wrench, 8” Pi 

4. Wrench, 7” 
Small Orifices 

5. Screw Driver, 6” 

6. Wrench, Reliance Regulator 

7. Anvil Orifice Block 

8. Lead Block 


Socket for 


ot. 
Special 





Servel Develops Floor and 


Window Display 


A new floor and window display for the 
Servel Gas Water Heater was announced 
recently by R. J. Canniff, 
sales promotion manager for Servel, Inc., 
Evansville, Indiana. 


advertising and 


The display consists of three panels silk- 
screened in light green, dark green, yellow 
and white on heavy corrugated board. 

The center panel which measures 50 x 56 
inches overall includes a life-size cut-out 
of the 30 gallon Servel water heater with 
letails of the tank, heat exchanger and 
burner silk-screened in full color on trans- 
lighted 
Che two side panels measure 28 x 45 inches 


lucent acetate and from behind. 


ind are equipped with cardboard easels. 
The center panel may be used by itself 
n a small window or with two side panels 


n larger windows. The entire display set 
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Illuminated 3-Section Panel Display 


was designed 


ers on a sales floor display. 


also for use as background 
for two, three or more Servel water heat- 


The flasher translucent cut-out of the 
water heater provides a dramatic explana- 
tion of Servel’s exclusive features. 
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Automatic Overloading of 
District Regulaior Stations 


By 
Charles C. renee 


Supt. Eng 


The Philadelphia 


HE SUCCESSFUL automatic 

loading of governor stations is 

a problem the gas industry has 
been working on for some years. 
Some properties have solved the 
problem to their satisfaction, but | 
believe a large number of companies 
have not arrived at the final answer. 
Unfortunately, the solution in 
situation will not function success 
fully in another, due to differences 
in pressures, loads and distribution 
system characteristics. 

During the past years, this subject 
has received the attention of gas en 
gineers; and there are a nusabe ‘r of 
papers available that cover it rather 
thoroughly. If anyone is interested 
in the general subject of governor 
loading, I. would suggest they study 
an article written by William Adams 
and George Day, and published in 
“1942 Gas Distribution and Measure- 
ment Symposium.” 

This paper will not attempt to dis 
cuss the general subject, but will give 
a brief resume of work that has been 
done in Philadelphia. 

First, let us look at 
governors and then the for 
loading them. Most distribution sys 
tems have developed from a small 
unit consisting of a gas holder and a 
network of low pressure mains. Gas 
is supplied from the holder at the 
lowest pressure necessary to furnish 
the most remote customer with sat 
isfactory service. During the periods 
of heavy demand, the holder gover 
nor was loaded manually. As this 


one 


reasons for 


reasons 
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system of mains expanded and the 
increased in magnitude and 
concentration, the original unit be- 
came inadequate and a second dis- 
tribution unit was installed. This re- 
sulted in some cities having a num- 
ber of outlying holder stations, each 
with its distribution system. In most 
these systems were inter- 
connected. As demands increased 
and house heating entered the pic- 
ture, this type of expansion became 
uneconomical, and in some cases im- 
practical. 

In Philadelphia, 
oped a system of high pressure 
mains, which supply the existing 
holder stations and about 75 under- 
ground governor stations. In general, 
the governors are arranged radially 
around the holder stations and so ad- 
justed that the most remote governor 
cuts in last as the demand increases, 
and shuts off first as the demand de- 
creases. In this way, during the light 
load periods, most of the gas is sent 
out from the holder stations. 

Each. governor and the main sys- 
tem it supplies becomes a small dis- 
tribution unit. Concentration of load, 
mostly house heating, has made some 
of these units inadequate, with the 
governor pressures being carried. 
There two solutions: reduce the 
area supplied from the governor by 
installing an additional governor, or 
increase the outlet pressure of the 
existing governor by loading. As the 
period of inadequacy may be for 
only a few weeks out of the year, 


loads 


cases, 


we have devel- 


are 





loading seems to be the answer. 

Some of you may ask, “Why n 
increase the governor outlet pres 
sure?” This would be quite practica 
in an isolated distribution unit; al 
though more customers would hay 
greater pressure variation; and mati 
leakage would be increased. How 
ever, if this governor one of 
group discharging into an inter 
connected low pressure system, pres 
sures all over the system would hav: 
to be increased, even if a large num 
ber of the distribution units did not 
require am increase. This would re 
sult in uneconomical operation. 

What is required of an ideal gov 
ernor loader? The loader must be 
able to increase the governor outlet 
pressure, within predetermined lim- 
its, to carry a minimum constant 
pressure at the lowest pressure point 
in its distribution unit; and will not 
be affected by pressure being carried 
in an adjacent unit. It also should 
be of simple construction, easy to 
adjust, and require little maintenance. 
These are hard specifications to meet, 
as a large number of loaders are con- 
trolled by the velocity of the 
passing through the governor. 

Philadelphia has tried a number 
of types of governor loaders; some 
have been discarded as unsuitable, 
some are in successful operation, and 
some are still under trial. 

One type of loader was controlled 
by a time clock. Two low pressure 
pilot. regulators were installed in 
parallel, one with a high pressure 
setting and one with a low pressure 
setting. The clock turned on the 
higher pressure regulator during the 
peak load, and then shut it off. This 
was discarded, as the clock could not 
tell when the extra pressure was 
needed. 

‘Around the block” control was 
tried and discarded, as the customers 
on the control main did not have the 
same using habits as the cus 
tomers we were trying to supply. 
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Another type of loader was con- 
trolled by the movement of the main 
valve stem of the governor. This 
would have been successful if the 
inlet pressure had been constant. Be- 
cause our inlet pressures vary, the 
movement of the stem did not re- 
flect directly the quantity of gas pass- 
ing. 

We developed an ejector patterned 
after a steam ejector to create a 
false pressure reduction at the outlet 
of the low pressure pilot. ( Plate No. 
1). The ejector was installed in a 
run of pipe around the governor out 
let valve, and by partly closing the 
valve, the desired differential pres 
sure across it could be secured. The 
side outlet of the ejector was con- 
nected to the outlet of the low pres- 
sure pilot governor. As the pressure 
differential the ejector in- 
creased, the pressure at the pilot out 
let decreased and the governor 
opened. (Plate No. 2). This loader 
only worked well on the large gov- 
ernors with heavy flows. 

The Minneapolis Gas Light Com- 
pany had developed a similar loader 
with a differently designed ejector 
(Plate No. 3) connected in the same 
manner around the outlet valve. The 
side outlet of the ejector was con- 


acToss 


nected under the diaphragm of the 
low pressure pilot. (Plate No. 4) 
We built several of these and find, 
that when properly adjusted, they are 
very dependable. When first in- 
stalled, they caused the governor to 
“hunt” badly. To correct this, all of 
the vents, from the different dia- 
phragms were connected to a com- 
mon header and a needle valve placed 
in the common vent outlet. By adjust- 
ing the needle valve, we partially air 
bound the diaphragm, which slowed 
the action of the governor and cured 
the hunting. 

We have one electrically controlled 
loader which has been in successful 
operation for a number of years. A 
transmitter is installed at the low 
pressure point in the governor area 
and the receiver is at the 
location. The electrical impulses sent 
to the receiver control a motor which 
applies pressure to removes it 
from the low pressure pilot. Thus, 
by increasing or reducing the gover- 
nor outlet pressure, a constant pres- 
sure is maintained at the low pres- 
sure point. (See Plate No. 5). The 
instrument and governor are in- 
stalled in a building. We tried the 
ioader in an underground manhole, 
put the damp location developed too 
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many operating difficulties. 

Last fall, we purchased two Fish- 
er’s Time-Temperature Controls to 
try them on our type of governors. 
This loader was not developed for 
use with a pilot controlled governor 
and we were not sure it would func- 
tion properly. Changes had to be 
made in the size of orifice and the 
stroke of the valve. The loader con- 
sists of three parts arranged in se- 
ries; a pilot regulator whose outlet 
pressure is controlled by a temper- 
ature bulb through a capillary tubing 
connecting the bulb with the regu- 
lator; a controlled regulator 
which has a constant pressure setting 
and may be cut in during the night 
hours when the load is light; and a 
regulator set for the maximum load- 
ing desired. (See Plate No. 6). We 
believed that a governor loader con- 
trolled by temperature would be suit- 
able for a distribution unit contain- 
ing a high saturation of house heat- 
ing. The one loader we had in op- 
eration during the past winter 
worked satisfactorily, and we are 
now installing a second one on a 
larger governor. 


clock 


Presented at the Annual Meeting, Penn- 
sylvama Gas Association, Wernersville, 
Pa., May 18-20, 1948. 
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Your salesmen find more ready prospects ...when hometown 


newspaper ads join hands with national advertising 


Servel’s national magazine advertising is carrying the 
story of the Gas Refrigerator to millions of families 
every month. To make this national advertising mean 
YOU in your community is the job of local newspaper 
advertising. Right now in particular—just as the refrig- 
erator buying season reaches its peak—a hard-hitting 
hometown campaign will be of especial value to you 
and your salesmen! 

That’s why Servel has prepared a new series of sound, 
market-wise dealer ads for you. This series—featuring 
the same basic theme as the national ads—consists of 3 
different ads in 4 different sizes (1, 2, 3, and 5 column 
widths). These ads will work hard for you. They can’t 


help but attract attention and get good readership. The 
story of Servel’s permanent silence, trouble-free service, 
and longer life is told quickly, with interest . . . and the 
reader gets a good look inside Servel’s big cabinet. (This 
is about the strongest attention-getting device that can 
be used in a refrigerator ad.) These new ads will help 
you cash in on the trend to the Gas Refrigerator ... and 
pave the way for both your door-to-door and showroom 
salesmen. 

So don’t delay. Get your campaign under way now. 
If you haven’t received your proof sheets and details 
on Servel’s share-the-cost local advertising policy, write 
to Servel, Inc., Evansville 20, Indiana. 
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Initial Installation of Water Heaters and Water Heating 
Systems—(Continued) 


Large Volume Water Heating 
A series of Articles for the Engineer, the Architect, the 









Salesman and the Contractor. , 


By 


They show how to select and install correct types of 
Water Heater Systems for specific purposes. 


Malcolm B. Mackay 


The Burkay Company 


CHAPTER VIII—PART 4 


f, RECOVERY WATER HEATING SYSTEMS — 
(continued.) 


(16) Having listed and analvzed, 
under (14) of Part 3 of this Chap- 
ter, the three Responsible Causes for 
failure of the typical Recovery Type 
Water Heating System, pictured in 
Figure 14, to fulfill the three prin 
cipal functions noted in section (13), 
we can now visualize the obvious 
changes to this typical lay-out which 
will result in enabling the equipment 
to supply the full, potential capacity 
of hot water and to maintain a uni 


formly stable Hot Water Discharge 


Temperature. 

(17) Disconnecting the hot, dis 
charge, recovery circulating line (G) 
from the line (G-1) and reconnect 
ing it to the center tapping (N) in 
the left end of the hot water storag: 


tank (B), as shown in Figure 14-A, 


would only partially correct the con 
ditions responsible for failure of the 


recovery system, shown in Figure 14, 


to-deliver the full, potential capacity 
of hot water or to maintain a uni 
formly stable hot water discharg 
temperature. 

(a) The possibility of a vapor lock 
occurring in the hot, discharge, re 
covery circulating line (G in Figure 
14), as described in 14-(b) of Part 
3 of this chapter, will be reduced if 
not eliminated as this Line (G in 
Figure 14-A) will not rise above the 
level of the top of the hot water stor 
age tank (B). 

Interruption or suspension of the 
recovery circulation will be less like 
ly to occur. 

Sacrifice of potential hot water re 
covery capacity will accordingly be 
minimized. 

Where a tapping is available in the 
end of a horizontal hot water stor 
age tank at a point above the cente1 
line of the tank, the hot, discharge, 
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recovery circulating line (G) may be 
connected to this tapping (NN) in- 
stead of to tapping (N). This Op- 
tional connection is, in fact, prefer- 
ible as the hot water from the heater 
would be introduced into the storage 
tank a a higher level. 





(b) The possibility of the hot 
water being delivered directly from 
the Jacket or Tank of the water 
heater A to the fixtures connected to 
Line C. will likewise be eliminated. 
The wide fluctuation in temperature 
of the hot water delivered to the fix- 
tures, even during periods as short 
as one minute, (as described in sec- 
tion (15) of Part 3 of this Chapter ) 
will not occur as the hot water will 
be supplied from the hot water 
storage tank as it should be if the 
functions of the system listed in sec- 
tion (13) of Part 3 of this Chapter 
are fulfilled. 
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We resume in this issue 
the series of articles by Mr. 
Mackay which were inter- 
rupted due to his illness. 
The concluding chapters 
will appear in the August 
and September issues. We 
are considering a reprint of 
the entire series of nine 
chapters in book form.— 


Ed. 
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(c) The Short-Circuiting of the 
so-called recovery circulation be- 
tween the heater and hot water stor- 
age tank will, however, become more 
aggravated as it will be confined to 
a pocket in the lower portion of the 
left end of the storage tank and the 
displacement flow of cold water from 
the right to the left ends of the tank 
will just as effectually prevent the 
uniform heating of the water in the 
right end of the tank. (See also sec- 
tion (14)-(a) of Part 3 of this 
Chapter). The impossibility of main- 
taining a uniformly stable tempera- 
ture in the water at opposite ends 
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of the hot water storage tank (B) 
and, consequently, in the hot water 
delivered to the fixtures would be 
just as great after making the 
changes shown in Figure 14-A as 
would be the case with the system 
shown in Figure 14. . 

So :—the single piping change de- 
scribed above and as shown in Fig- 


ure 14-A does not correct all of the 


conditions responsible for failure to 
provide the full, potential capacity 
or to maintain a uniformly stable 
temperature. : 

(18) Further improvement in the 
performance of the heater and the 
functioning of the entire system 
may be accomplished by transposing 
the connections of the cold water 
supply line (E) and the return, re- 
covery circulating line (K) to the 
hot water storage tank (B) and re 
taining the changes described in 
(17), above, as shown in Figure 
14-B. . 

(a) Connecting the cold water sup- 
ply line (E) to tapping (L) in the 
lower, left end and the return, re- 
covery circulating line (K) to the 
tapping (D) in the lower, right end 
of the hot water storage tank (B) 
will result in a reducion in the wide 
differential in temperature of the 
stored hot water at opposite ends of 
the storage tank (B) as the recovery 
flow will move through almost the 
entire length of the tank. 

(b) An additional, slight improve- 
ment in the functioning of the sys- 
tem would result from disconnecting 
the hot water supply line to fixtures 
(C) from the upper, left tapping 
(F) and reconnecting it to the up- 
per, right tapping (M) in the stor- 
age tank (B), (not shown in dia 
gram). The inter-mixing of the 
water in the storage tank resulting 
from the direction of cold water dis- 
placement flow being from lower left 
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tapping (L) to upper right tapping 
(M) and the recovery flow from 
tapping (N) to the lower, right tap- 
ping (D) would contribute, to only 
a limited extent, to the maintenance 
of a more uniform temperature of 
the heated water in the opposite ends 
of the tank. 

While there is a slight advantage 
to be gained by connecting the hot 
water supply line to Fixture (C) 
to tapping (M) rather than to tap- 
ping (F), it must be recognized that 

where the hot water supply line to 
fixture is connected to a tapping in 
the top of the hot water storage tank 
directly above the tapping to which 
the cold water supply line is con- 
nected—the cold water will not 
channel upward through the hot 
water in the upper portion of the 
tank when hot water is drawn from 
the tank. Should anyone be reluctant 
to abandon the theory that the cold 
water will channel upward through 
the hot water in the upper portion of 
the tank, it is suggested that he draw 


hot water from a tank to which the 
cold water supply and hot water sup- 
ply line to fixtures are so connected 
and observe that this does not occur 
regardless of whether the tank is in- 
stalled in a horizontal or vertical po- 
sition. While this is true of all closed 
tanks or vessels it is not entirely 
true of open tanks or other vessels 
such as Swimming Pools where the 
recovery flow or movement may 
channel to the extent that such chan- 
nelling will be perceptible. 

(19) Although the lay-out changes 
described in (17) and (18), above, 
and shown in Figures 14-A and 14-B 
will result in minimizing the possi- 
bility of vapor lock occurring in the 
recovery circulating water lines—re- 
ducing the wide variation in the 
temperature of the heated water at 
opposite ends of the hot water stor- 
age tank—and in eliminating the pos- 
sibility of a small volume of exces~- 
sively hot water being delivered di- 
rectly to the fixtures from the jacket 
or tank of the heater instead of hot 
water ata uniform temperature from 
the hot water storage tank, they will 
not, however, eliminate the wide va- 
riation which will exist between the 
heated water at the top and the water 
at the bottom of the tank. 

(a) This wide variation between 
the temperature of the water at the 
top and bottom of the Storage Tank 
results from a condition which is 
inherent in recovery type water heat- 
ing systems in which the recovery 
circulation or interchange of water 
between the heater and the hot water 
storage tank is motivated or promot- 
ed by Thermo-Syphon or so-called 
Gravity action. 

When visualizing so-called Grav- 
ity Recovery Circulation, it must be 
recognized that “Circulation” in its 
true sense does not exist, but that 
the interchange of water between the 
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heater and the hot water storage tank 
involves “Displacement” of cooler 
water in the tank by heated water 
from the heater jacket, heater tank 
or coil and “Displacement” of the 
hot water in the heater by cold or 
cooler water from the lower zone of 
the hot water storage tank. Under 
such conditions, the Minimum Dif- 
ferential which will exist between 
the temperature of the water in the 
top and that in the bottom of the 
hot water storage tank will alzways be 
equivalent to the number of Degrees, 
F., which the water in the heater 
jacket, heater tank or coil will be 
raised in temperature before the en 
ergy developed by the expansion and 
reduced weight or specific gravity of 
the water being heated will be suf 
ficient to overcome the fractional re 
sistance to the flow of water through 
the recovery circulating lines ((G) 
and (K) in Figure 14-B.) and re- 
sult in the heated water leaving the 
heater to be delivered to the hot 
water storage tank. 

It is accordingly obvious that—if 
the fractional resistance to the flow 
of water through the recovery cir- 
culating lines ((G) and (K) in Fig- 
ure 14-B) is increased as a result of 
this piping being too small in diame 
ter or having an excessive number of 
ninety degree elbows or other fit- 
tings—the following sequence of 
events will occur: 

The Rate of Flow or movement 
of the water through these lines 
will be retarded— 

The Retarded Rate of water 
flow will result in retention of 
the water in the heater jacket, 
heater tank or coil for a longer 
period— 

The Increased Length of the pe 
riod during which the water is 
retained in the heater will result 
in increasing the water tempera- 
ture rise and, consequently, in 
crease the temperature of the 
hot water delivered to the hot 
water storage tank to an exces- 
sive degree. 


It is, therefore, apparent that ex- 
cessive frictional resistance to the 
flow of water in the Recovery Cir- 
culating Lines may—and frequently 
does—result in the hot water enter- 
ing the top of the hot water storage 
tank at a temperature above 200° F. 
This excessively hot water will ac- 
cumulate in the upper part of the 
tank but the temperature of the water 
in the lower part of the tank zwill not 
be raised appreciably as the hot and 
cold water will remain stratified in 
the tank due to the fact that the in- 
terchange of water between the heat- 
er and hot water storage tank will be 
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on the displacement basis as out- 
lined above. 

Retardation or strangling of water 
flow through the recovery circulat- 
ing lines as a result of excessive 
frictional resistance may accordingly 
be the principal, responsible cause 
for a differential in temperature of 
as much as 80 to 120 degrees, or 
more, between the temperature of 
water at the top and that at the bot- 
tom of the hot water storage tank. 

Admittedly, this differential could 
be slightly reduced when the heater 
in an Automatically Controlled, 
Gravity Recovery Water Heating 
System is equipped with a high limit 
control which would function to shut 
off the fuel to the heater burner when 
the water in the heater attained a 
predetermined temperature. It must, 
however, be recognized that this re- 
duced differential in temperature 
could be accomplished only by sacri- 
ficing an appreciable portion of the 
potential recovery capacity of the 
heater, as the time during which the 
gas or other fuel to the heater would 
be shut-off due to functioning of the 
high limit control could amount to 
as much as 50% of the total, avail- 
able operating time. 


(b) We must necessarily conclude 
that—even under the most favorable 
conditions—the resulting differential 
in the temperature of the water at 
the top, and that at the bottom of the 
hot water storage tank, will be equi- 
valent to the number of degrees 
which the water will be raised while 
in the heater, and that this inescap- 
able temperature differential will ef- 
fectually preclude the possibility of 
a gravity actuated, recovery water 
heating system supplying hot water 
to the fixtures at a uniformly stable 
temperature. 


(20) The resulting differential be- 
tween the temperature of the water 
at the top and that at the bottom of 
the hot water storage tank, which is 
inescapable in a gravity actuated, re- 
covery type water heating system can, 
however, be materially reduced by 
employing a High Velocity Circulat- 
ing Pump to accelerate the rate of 
flow of recovery circulation or inter- 
change of water between the heater 
and the hot water storage tank. 

This circulating pump — installed 
in the return, recovery circulating 
line (K) and actuated by a direct 
acting, line voltage Aquastat instal- 
led in a tapping (R) mid-way be- 
tween the center and bottom at the 
left, or cold water intake end of the 
tank as shown in Figure 14-C— 
functions to accelerate the rate of 
recovery circulation at such times as 
the heater is operating to replace hot 
water drawn from the storage tank. 
The Aquastat may also be employed 
as the master control to actuate the 
burner in the water heater. 

In contrast to the sluggish rate of 
flow of recovery circulation in the 
Gravity actuated, recovery type sys- 
tem, acceleration of the rate of re- 
covery circulation flow in the Pump 
Forced System results in reducing 
the length of the period during which 
the water will be retained in the 
heater. 

The reduced length of the period 
during which the water will be re- 
tained in the heater will, in turn, re- 
sult in Decreasing the water tempera- 
ture rise and, consequently, reduce 
the temperature of the hot water de- 
livered to the tank. By reducing the 
water temperature rise in the heater 
as a result of accelerating the flow 
rate of the recovery circulation; a 
reduction of as much as 75° F., may 
be effected in the temperature of the 
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hot water delivered to the hot water 
storage tank. 

This may be readily visualized by 
comparing the temperatures at which 
the hot water will be delivered to the 
storage tank in two recovery water 
heating systems having identical 
water heaters and storage tanks. 

In each instance the water heater 
has a rated recovery capacity of 120 
gallons per hour or 2 gallons per 
minute at 100°, F., water tempera- 
ture rise. One system is Gravity cir- 
culated and the second has Pump 
Accelerated recovery circulation. 

In the Gravity Circulated system, 
excessive frictional resistance in the 
recovery circulating lines is such 
that the rate of recovery flow is re- 
stricted to 2 gallons per minute which 
will result in the water temperature 
being raised 100°, F., in the heater. 
Delivery of hot water to the storage 
tank at a temperature of 200° or 
over will accordingly result when the 
temperature of the water entering 
the heater from the bottom of the 
storage tank would be 100° F., or 
over. As the hot water delivered to 
the storage tank will stratify, the 
temperature of the hot water deliv- 
ered to the fixtures from the storage 
tank may be at, or near, 200° during 
at least a short period of draw. 
Should the draw of hot water con- 
tinue at a rate in excess of the re- 
covery capacity of the heater, how- 
ever, the temperature of the hot 
water delivered at the fixtures would, 
within a comparatively short time, 
drop to as low as 100° or slightly 
higher. 

A wide fluctuation in the temper- 
ature of the hot water supplied by 
a gravity circulated, recovery water 
heating system is accordingly ines- 
capable. 

In the Recovery System having 
Pump Accelerated recovery circula- 
tion, the flow or inter-change of 


water between the heater and storage 
tank would be at an average rate of 
8 gallons per minute. At this rate, 
the water temperature rise in the 
heater would be reduced to 25°, F., 
and the temperature of the hot water 
delivered to the storage tank would 
not exceed 160°, even at the end of 
a recovery operating cycle when the 
water entering the heater from the 
storage tank would be approaching 
135° in temperature. 

Pump Accelerated recovery circu- 
lation in this typical recovery type 
water heating system accordingly re- 
sults in a reduction of approximately 
75° in the temperature of the hot 
water discharged from the heater and 
the delivery of hot water to the stor- 
age tank at a temperature only ap- 
proximately 25° above the desired 
end temperature instead of at a tem- 
perature which could approach 100° 
above the desired end temperature 
in a Gravity Circulated system. 

It will accordingly be apparent 
that minimizing the differential be- 
tween the temperatures of the water 
at the top and bottom of the hot 
water storage tank—as a result of 
employing pump accelerated recov- 
ery circulation — will definitely en- 
able the system to furnish hot water 
at the more uniformly stable tem- 
perature which the user has every 
right to expect—in addition to se- 
curing an ample volume to supply 
his requirements. 

An added advantage may be gained 
by employing pump accelerated re- 
covery circulation between the water 
heater and hot water storage tank. 
The tank need not be installed above 
the level of the heater. In fact, where 
space is at a premium at the loca- 
tion where a convenient flue connec- 
tion for the heater is available or 
where centralized location of the 
heater is desirable, the tank may_be 
located in an adjoining room or other 
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spot where space is available. The 
storage tank may, if necessary, be 
located below the level of the water 
heater and may also be installed in 
a vertical instead of horizontal posi- 
tion. 

Where the hot water storage tank 
is located at a considerable distance 
from the heater, the pipe size of the 
recovery circulating lines inter-con- 
necting the heater and tank should 
be increased to compensate for the 
increased frictional resistance to the 
flow of recovery circulation which 
would result, in turn, in increasing 
both the water temperature rise 
through the heater and the tempera- 
ture of the hot water delivered to 
the storage tank. In this connection 
it must be remembered that static 
head does not exist, as such, in pump 
circulated systems where, for con- 
venience, the storage tank may be 
located below or at a considerable 
distance above the heater. The heated 
water flowing either upward or 
downward through the hot, dis- 
charge, recovery circulating line to 
the storage tank compensates or bal- 
ances the return circulation flowing 
in the opposite direction to the heater 
in much the same manner as the 
counter weights in an elevator shaft 
balance the dead weight of the eleva- 
tor moving in the opposite direction 
to result in sufficient power or energy 
being required to raise only the live 
load on the elevator and overcome 
frictional resistance in the mechan- 
ism. Greatly increased flexibility of 
the system is accordingly an out- 
standing advantage to be gained from 
the employment of pump accelerated 
recovery circulation. 

(21) While the employment ot 
this method in a recovery type water 
heating system, as shown in Figure 
14-C, will greatly minimize the dif- 
ferential between the temperature of 
the hot water at the top and at the 
bottom of the hot water storage tank, 
it is possible to further minimize this 
temperature differential and preserve 
a more uniform temperature in the 
hot water throughout the storage 
tank and in that delivered at the fix- 
tures. 

This greater stability in the tem- 
perature of the hot water delivered 
at the fixtures may be accomplished 
—in recovery type water heating 
systems having pump accelerated re- 
covery circulation—by reversing the 
direction of flow of recovery circu- 
lation between the heater and hot 
water storage tank as shown in Fig- 
ure No. 14-D. 

Although this reversal of the di- 
rection of recovery flow, which in- 
volves delivery of the heated water 
from the heater to the bottom or 
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lower zone of the storage tank and 
taking the return circulation to the 
heater from the top or upper zone 
of the storage tank, may be consider- 
ed somewhat unconventional, it nev- 
ertheless has several obvious advan- 
tages to recommend it. 

In this connection it has been in- 
teresting to note the reaction of nu 
merous plumbers and several gas 
utility men to this departure from 
the conventional method of inter- 
connecting the heater and hot water 
storage tank, upon being shown this 
lay-out for the first time. In the ma 
jority of instances the expressed 
opinion was to the effect that—‘it 
just won’t work.” 

When urged to explain their rea- 
sons for thinking it unworkable o1 
not being superior to the conven 
tional practice which has been fol 
lowed since time immemorial with 
out apparent, conscious effort to im 
prove it—the answer almost invari- 
ably was to the effect that, since the 
old or conventional practice had been 
followed without change for a good 
many years, it must, accordingly, be 
correct. In no instance was a valid 
reason given to support the opinion 
that reversal of the direction of re- 
covery circulation flow would be 
detrimental or unworkable or that 
it would not result in minimizing the 
wide fluctuation in temperature of 
the hot water delivered at the fixtures 
and in improving other operating 
characteristics, particularly of the 
gravity circulated type of recovery 
water heating system. 

(a) The improved performance 
particularly the maintenance of a 
more uniform temperature of the 
hot water delivered at the fixtures 
may be more readily visualized by 
directly comparing the operating 
characteristics of Two, Recovery 
Type Water Heating Systems which 
employ pump actuated recovery cir 
culation but which 
identical except that : 


are otherwise 

In the first system, the lay-out of 
which conforms to that in Figur 
14-C, the direction of recovery cir 
culation flow is of the old, conven 
tional type, while the usual direction 
of flow of recovery circulation in the 
second system is reversed as shown 
in Figure 14-D. 

In each instance the Heater has a 
recovery capacity of 300 gallons per 
hour or 5 gallons per minute at a 
60° F., water temperature rise 
equivalent to 6 gallons per minute at 
a water temperature rise of 50 

The capacity of each circulating 
pump is sufficient to maintain the 


flow of recovery circulation between 
water 


the heater and hot 


storage 
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tank at a rate of 6 gallons per min- 
ute under which conditions the water 
will be raised 50° in the heater at 
all times before being discharged or 
delivered to the hot water storage 
tank. 

The Tank Aquastat or temperature 
control which controls both the cir- 
culating pump and the gas or other 
fuel supply to the burner in the heat- 
er is, in each instance, adjusted to 
maintain a temperature of 140°, F., 
in the hot water in the storage tank 
which has a capacity of 180 Gallons. 

(b) In the operation of the recov- 
ery system in which the pump ac- 
celerated recovery circulation flows 
in the conventional direction as 
shown in Figure 14-C, the following 
conditions will exist with respect to 
circulation and tank water 
temperature : 


recovery 


Toward the 
( ycle 


end of a recovery 
just prior to the time when 
the tank aquastat is satisfied and 
functions to stop the circulating 
pump and shut-off the gas or other 
fuel supply to the heater burner— 
the temperature of the water enter- 
ing the heater from the bottom or 
lower zone of the hot water storage 
tank will be approaching 140° F., 
in temperature. 

Since the water passing through 
the heater will be raised 50° in tem- 
perature at all times due to the fact 
that the circulating pump maintains 
a constant rate of flow of 6 gallons 
per minute, the recovery flow of heat- 
ed water will be delivered to the top 

r upper zone of the storage tank at a 
temperature approaching 190° F., or 
at a temperature 50° above the de- 
sired end temperature of the stored 
hot water. The hot water at this ex- 
temperature will not, how- 
ever, stratify in the storage tank to 
the extent that it will in the storage 
tank of a recovery system employing 
gravity actuated recovery circulation 
since—under the capacity and oper- 
ating conditions outlined above—a 
complete interchange of water be- 
tween the heater and storage tank 
will occur every 30 minutes while it 
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is doubtful whether this complete 1n- 
terchange of water would occur 
oftener than every 90 minutes in a 
recovery system employing gravity 
actuated recovery circulation. 

(c) In the operation of the recov- 
ery water heating system in which 
the direction of flow of recovery cir- 
culation between the heater and hot 
water storage tank is reversed as 
shown in Figure 14-D, the following 
conditions will exist with respect to 


the recovery circulation and tank 
water temperature :-— 
Toward the end of a recovery 


cycle—just prior to the time when 
the tank aquastat is satisfied and 
functions to stop the circulating 
pump and shut off the gas or other 
fuel supply to the heater burner— 
the temperature of the water enter- 
ing the heater from the top or up- 
per zone of the hot water storage 
tank will likewise be approaching a 
temperature of 140° F. 

As the water passing through the 
heater will also be raised 50° in tem- 
perature at all times due to the main- 
tenance of a constant rate of flow of 
6 gallons per minute by the circu- 
lating pump, the recovery flow of 
heated water will also be delivered to 
the bottom or lower zone of the stor- 
age tank at a temperature approach- 
ing 190°, F. toward the end of a 
recovery cycle or at a temperature 
50° F., above the desired end tem- 
perature of the stored hot water. 

Delivery of the heated water—at a 
temperature considerably above the 
desired end temperature of the stored 
hot water—to the bottom or lower 
zone of the storage tank will result 
in this excess of temperature being 
diffused or transferred to the cooler 
water in the lower zone of the tank 
by actual inter-mixing as the pump 
forced flow of heated water moves 
upward and toward the opposite end 
of the tank before again returning to 
the heater. Reversal of the direction 
of flow of recovery circulation will 
accordingly accomplish _ practically 
simultaneous heating of the water 
throughout the hot water storage 

(Continued on page 50) 











IT’S NEW! IT’S DIFFERENT! 


THE REPUBLIC 9 Self-Cleaning MUQ-WAY 


Here is the convenient and practical disposal unit 
with the revolutionary 2 ZONE principle that every- 
one is talking about. 

Because this amazing appliance has not just one, but 
TWO big zones (one designed specifically for drying 
and the other for burning) it not only completely 
eliminates wet garbage and other waste matter easily, 
economically and without offensive odor, but aufo- 
matically cleans itself as well. A.G.A. APPROVED. 


Additional Information Available Upon Request 


AUTOGAS COMPANY 2151 W. Fullerton Ave., Chicago 47, Illinois 
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High Pressure Gas Storage 


T THE MEETING of the 
Technical Section of Pacific 
Coast Gas Association held at 

Monterey, California, May 5-6, the 
subject of underground high pres- 
sure storage in a network of 40-foot 
tanks* was presented and illustrated 
with slides by G. Lawton Johnson 
of National Tube Company. 

Webster’s dictionary, he said, de- 
fines logistics as a military term 
meaning “that branch of the military 
art which embraces the details of the 
transport, quartering and supply of 
troops.” The term, in the opinion of 
the writer, is applicable to the study 
of problems involving the transport, 
storage and supply of gas between 
gas fields and the consuming public. 

A favorable balance is indicated 
between presently known natural gas 
reserves and yearly net consumption. 
To maintain this ratio of reserve to 
production, further exploration and 
development are necessary. The 
growth of the natural gas industry 
has been steady during the past ten 
years and, since the war, demand for 
pipe lines has increased tremend- 
ously. Since the availability of ma- 
terial for additional pipe lines does 
not appear favorable for the immedi- 
ate future, so other means must be 
taken to help solve the problems to 
get enough gas at the right place at 
the right time. 

Operating public utilities are un- 
der obligation to maintain residential 
service at all times and as this load 
increases the responsibility becomes 
greater. A group of major operating 
utilities in the Midwest are endeavor- 
ing to solve a part of this problem 
by increasing their emergency facili- 
ties close to the point of consump- 
tion. 

This group made a careful study 
of the various types of storage avail- 
able, such as Hortonspheres, low 
pressure holders, liquefied natural 
gas, increased manufactured gas 
capacity, and other types of storage. 
They adopted the use of storing nat- 
ural gas under high pressure in 
seamless steel bottles. 

The storage of gas under high 
pressure in seamless steel bottles was 
selected for the following specific 
reasons : 

1. It represents the lowest over-all 
cost. 

2. Has a maximum safety factor. 

3. Offers the lowest maintenance and 
operating cost. 

4. Provides availability, simplicity and 
speed of installation. 

5. Creates flexibility of capacity by ex- 
pansion of facilities. 


6. An immediate large volume of pres- 
sured gas is on hand. 
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Mr. Johnson next described and 
illustrated by slides a typical type of 
underground high pressure storage 
installation, consisting of a network 
of buried tanks. Each tank is 40 
feet long, 24 inches in diameter. 
Each length of pipe can provide stor- 
age for 25,000 cubic feet of natural 
gas at a pressure of 2240 psi. These 
bottles are manifolded together with 
small diameter pipe. 

The installation is 


coated and 


cathodically protected to prevent ex- 
ternal corrosion. 

Mr. Johnson stated that the stor- 
age of gas in high pressure cylinders 
is the most modern and up-to-date 
method known. Underground high 
pressure storage has a great many 
advantages from an economic, 
esthetic and practical point of view. 

Gas Logistics is a study not only 
of supply and demand, but of trans- 
portation, storage, emergency back- 
log, and of the heavy responsibility 
resting on the public utilities to serv- 
ice the public. 





GAS HEATING RESTRICTIONS 
DO NOT EFFECT THE USE OR 
SALE OF GAS HOUSEHOLD 
APPLIANCES OTHER THAN 
SPACE HEATING 


Since our announcement of the necessary continued restrictions agoinst 


accepting additional gas space heating for the coming heating season, many 


customers have inquired as to how this affects other uses of gas 


Gas ranges, water heaters, refrigerators, laundry dryers and waste incin- 


erators are not affected. Employed for their intended purposes, these appliances 


use no more gas on a zero day than on any average winter day. Thus, they do 


not create peak demands for gas on the zero days when heating gas is ot a 


premium 


The average family can cook or refrigerate with gas for 60 days with 


opprox 
day. By 


with this amount of gas 


mately the same amount of gos needed to heat one home on one zero 
like reasoning, water heating with gas can be accomplished for 48 days 


The large majority of sales of gas ranges and water heaters goes to replace 


ed equipment. If the user does not increase his demands on the new appliance, 


y will save gas through its improved efficiency over the old 


e 


ch applionces constitute what we call our 


base load,” with somewhat 


steady demands for gas the year ‘round. It is this year ‘round use of gas that helps 


hold down the cost, and offers supporting reasons for our contracting huge additional 


amounts of gas for the years ahead 


Furthermore, the gas heating restrictions do not affect the sale of replacement 


gos space heating equipment, providing the new equipment does not exceed the 
capacity of the equipment replaced. Modernization of old gas space heating equip- 


ment often gives better heating service with a reduction in amount of gas used. 


One of the purposes of the recent continued restrictions in the use of gas 


space heating was to protect the service to those who depend on gas for general 
household purposes, as well as those already using gas for space heating. The 


relatively small additions in gas supply in the picture for next winter should offer 


improvements in service over last winter even with the some severity of weather. 


THE - FUEL 
as 





One of the 3-column newspaper advertisements of Ohio Fuel 
Gas Company gives the public the facts on appliance installations 
in their territory. Gas heating equipment may be installed for 
replacement, provided increased capacity is not required. Other 
appliances are not affected by the restrictions. Original size 3 


col. 10” high. 








When it comes to puri- 

fication, gas producers rely on 

Iron Sponge for a really thorough 

job. Uniform high quality and proven 
economy have made Iron Sponge the leader 
among gas-purification materials for over 73 years. 
Extra high activity and capacity, longer 
periods between necessary revivings, fast 
comeback after fouling, low first cost and 
low maintenance, minimum operator 
attention—these are the advantages 

that have made Iron Sponge the choice 

of the gas industry. 

Whatever your purification problem, consult 
Connelly. Our experienced engineers 

and laboratory facilities are at your disposal. 


CALOROPTIC 


A simple, inexpensive instrument for continuous 
direct readings and BTU control applied to 
manufactured, natural, propane, and butane air gas. 


SMYLY H2S TESTER 
A patented device for quick, accurate tests using 
pre-treated paper discs. 
CONNELLY pH TEST KIT 


A complete simple outfit for making pH 
determinations. Includes universal indicator 
solution, test tubes, color chart and full 
directions. Handy 3” x 5” pocket carrying case. 


CONNELLY “uc. 


3154S. California Ave., Chicago 8, Illinois 
Elizabeth, N.J. © Los Angeles, California 





Ray Uae waded 
POSITIONS 


...for easy connections 
Spring Top operates 
pointing either up or down 


REYNOLDS REGULATOR 


NI-2 Model 30 
NR 8200 Series 


Vertical Position 
with up flow 


Vertical Position 
with down flow 


Inverted Position 
for use where accumulation 
of water is problem 


Horizontal Position with 
flow left to right or by 
changing setting 180° with 
flow right to left 


ial 


This regulator is available with any type seal 
previously made by Reynolds. 


Quickly installed in existing house piping. 


1 
2 
3 May be installed in any position on a 90° 
setting. 

4 Orifice can be changed at any time. 

5 


To inspect orifice or valve pocket, only an Allen 
wrench is needed. 





GAS REGULATOR CO. 


ANDERSON: INDIANA: U.S. A. 
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New Explosion Law Suits 


By 
Leo T. Parker 


Attorney at Law 
Cincinnati, Ohio 


ECENTLY, a reader wrote, as 
follows: “We have an impor- 
tant law suit on our hands 

which was brought by a gas con- 
sumer whose home was destroyed 
by a gas explosion. He claims that 
we are liable without a jury trial be- 
cause our gas line was broken out- 
side his house and he notified us of 
the fact and before we fixed it the 
explosion occurred. Please give the 
law on this.” 

The doctrine res ipsa loquitur may 
be applicable in your case. This doc- 
trine is us2d when it can be assumed 
that a gas company is liable for dam- 
ages caused by a gas explosion. In 
other words, if the testimony is such 
that reasonab!e and prudent persons 
can with much certainty decide that 
loss or injury was caused by negli- 
gence of the gas company’s employes 
this doctrine is applicable and the 
company will be held liable without 
further testimony. However, accord- 
ing to a recent higher court the ap- 
plication of the res ipsa loquitur doc- 
trine should be confined to cases 
where explosion is known to have 
been caused by gas negligently hand- 
led by employes of the gas company. 

Briefly, let us assume that the gas 
which caused the explosion in your 
consumer's home leaked from a pipe 
which you controlled and had a 
legal duty to repair, and that you de- 
layed an unreasonable period of 
time to repair the leak after being 
notified by the consumer that the 
leak was present. Now, assuming 
that the consumer proves that the ex- 
plosion was caused by gas which es- 
caped from this leak into your base- 
ment the doctrine res ipsa loquitur 
is applicable. 

On the other hand, the doctrine is 
not applicable if the consumer fails 
(0 prove that the explosion was 
‘aused by gas; or that the gas leaked 

rom pipes your company was legally 
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obligated to repair; or that your em- 
ployes negligently failed to repair 
the leak after receiving your notifi- 
cation. 

For illustration, in Holloway v. 
Skelly, 68 Fed, Supp. 129, reported 
January, 1947, a property owner 
sued a gas company for $13,500 dam- 
ages claiming that under the doctrine 
of res ipsa loquitur the gas company 
should be held liable. 

This property owner testified that 
his building caught fire about’ one 
hour after the gas company’s em- 
ployes had repaired certain gas leaks 
in the building. In holding the gas 
company not liable, the higher court 
said : 


“In this case the question whether the 
fire was occasioned by a leak in the dis- 
tribution system is wholly speculative 
and conjectural. The fire may have been 
occasioned from many things other 
than an accumulation of gas.” 


However, the property owner did 
not in this suit prove positively that 
the fire started from accumulation of 
gas. Therefore, the court held the 
doctrine res ipsa loquitur not applica- 
ble. In holding the gas company not 
liable this court said that in cases 
of this kind the property owner can- 
not recover damages if he fails to 
prove all alleged facts. 

The property owner appealed to a 
higher court and introduced testi- 
mony which proved that the fire was 
caused* by gas, which escaped 
through negligence of the gas com- 
pany’s employes. Hence, this higher 
court reversed the first decision and 
held the gas company liable. This 
court said: 


“The conclusion seems inescapable 
that the company was responsible for 
the conflagration by reason of negligence 
of its employes.” 

For comparison, see Mrdalj_ v. 
Public Service Company, 31 N. E. 


(2d) 978. Here the testimony 
showed that a state law provides 
that gas companies shall not shut 
off gas for the purpose of making 
an inspection of its lines and mains. 

One day a property owner com- 
plained to an official of a gas com- 
pany about the odor of gas in his 
home. The company made no inves- 
tigation, nor attempted to make any 
repairs. Soon afterward the prop- 
erty owner was killed when gas ex- 
ploded. Suit was filed against the 
gas company and proof was given 
that the gas had leaked from a serv- 
ice pipe over which the gas company 
had control. 

The gas company officials at- 
tempted to avoid liability on the 
grounds that the above mentioned 
state law prohibited the company 
from shutting off gas to make an in- 
spection. However, the higher court 
held the company liable, and held: 


“Where a gas company had been noti- 
fied of odor of gas before explosion, 
which killed owner of property, the gas 
company could not defend on the ground 
it was prohibited from shutting off gas 
to make inspection, since where gas com- 
pany has knowledge that gas is escaping 
in a building occupied by a consumer it 
is the gas company’s duty to shut off 
gas supply until necessary repairs have 
been made.” 


Jury Must Decide 


Considerable discussion has arisen 
from time to time over the legal 
question: When may a higher court 
reverse a lower court’s verdict and 
order the case retried before a jury? 
The answer is: Whenever the tes- 
timony does not disclose the exact 
cause of an explosion of gas; as 
whether the explosion was caused by 
gas, or whether the gas corpora- 
tion’s employes were negligent, the 
higher court will authorize a jury 
to decide these various conflicting 
issues. 

For illustration, in McGaugh v. 
City of Fulton, 205 S. W. (2d) 547, 
reported January, 1948, the testi- 
mony showed facts, as follows: Mc- 
Gaugh and his family were tenants 
in a frame house which had a full 
concrete basement with four win- 
dows and were kept closed. The Mc- 
Gaughs had lived in the house ten 
days when McGaugh went to the 
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basement with a lighted cigarette in 
his mouth and, immediately upon 
his entering the basement, there was 
a terrific explosion which injured 
him and damaged the house. The 
house was raised off the foundation 
and the floors collapsed. No one had 
previously detected an odor of gas 
in the basement and once or twice 
prior to the explosion the McGaughs 
had done the family washing in the 
basement, using a coal oil stove. Mc- 
Gaugh sued the city, which owned 
and operated the gas plant and sew- 
age system. 

During the trial the testimony 
showed that the city sewer line ter- 
minated in a dead end almost in 
front of the McGaugh house. There 
was no manhole at the dead end 
sewer, but there was a lamphole of 
tile covered with an iron cap. There 
was evidence that all the manhole 
covers were perforated or contained 
holes but the holes were all closed 
up with asphalt paving and had been 
for some time. There was positive 
testimony that the holes in manhole 
covers served the purpose of vent- 
ing them, to allow the “escape af air 
and gas from the sewer and also al- 
low the introduction of fresh air into 
the sewers.” 

McGaugh contended that the ex- 
plosion resulted from collection of 
sewer gas not permitted to escape 
from the sewer because the holes in 
the manhole covers were allowed to 
remain stopped up. This contention 
was made because an examination of 
pipes leading into the house and also 
valves showed that none of the lines 
leaked gas. Furthermore, McGaugh 
proved that at no time in the past 
had there been even slight odor of 
escaping gas in the basement. The 
counsel for the city denied that the 
explosion could have been caused 
by accumulation of sewer gas. The 
lower court held the city not liable. 
However, in view of conflicting tes 


timony the higher court reversed 


this verdict stating that a jury 
should decide whether the city 1s 
liable. This court said: 


“We may also assume, for the pur- 
poses of this opinion, that it is a matter 
of general knowledge that sanitary sew- 
ers contain gas, some of which is explo- 
sive when mixed with air and exposed 
to some kind of ignition . . . While li- 
ability for negligence may not be predi- 
cated upon hindsight, nevertheless the 
city may have been bound to anticipate, 
if it were negligent with respect to its 
sewers and any gas in them, that .such 
negligence might result in gas escaping 
from its mains into a basement through 
improper house installations or through 
an uncapped cleanout pipe . Since it 
appears that the plaintiff (McGaugh) 
may be able to adduce evidence, hypo- 
thetical or otherwise, demonstrating 
causal connection, the judgment is re- 
versed.” 


Also, see Butler v. Civic Gas Com- 
pany, 184 Pac. (2d) 983, reported 
December, 1947. In this case the 
testimony showed that a WPA 
workman when operating a motor 
grader to which was attached a scari- 
fier, broke a pilot line which con- 
trolied the gas pressure in a serv- 
ice line leading to a consumer’s 
home. The breaking of the pilot line 
then greatly increased the pressure 
and flow of gas in the service line. 
The pressure and volume of the gas 
resulted in a fire which destroyed 
the consumer’s home. He sued the 
gas company for damages. 

During the trial the uncontroverted 
testimony was that in 1939 the City 
of Atoka granted a franchise to the 
Civic Gas Company which, among 
other things, required the Gas Com- 
pany to lay all its gas lines 18 inches 
below established grade of the 
streets, avenues, and alleys as then 
or thereafter established. Later in 
that year lines to service the 
citizens with gas were laid through- 
out the city, and gas was furnished 
under the franchise. Certain wit- 
nesses testified that from their in- 
vestigation, observations, and mea- 


gas 


surements made immediately after 
the line was broken, the pipe line 
at that place was only six or seven 
inches below the surface of the 
street and that the pilot line was 
about three inches above the main 
line. Other witnesses testified that 
the street under which the pipe was 
broken had been dragged and run 
over with a grader frequently during 
the period of time between the lay- 
ing of the line and the time it was 
broken. The lower court held the 
gas company not liable but, in view 
of conflicting testimony, the higher 
court reversed the verdict and or- 
dered a jury trial, saying: 

“The evidence is uncontradicted that 
when and where the gas line was broken 
by the scarifier it was found to be not 
more than six or seven inches below the 
surface of the street . . . Obviously the 
jury, in order to find the Civic Gas Com- 
pany guilty of negligence could do so 
only by finding as a fact that the pilot 
line, whem laid, was not placed 18 inches 
below the, surface of the street at the 
place where it was broken.” 


Leak Discovered After Explosion 


It is well known that although 
there is positive evidence that a gas 
leak in a gas company’s line caused 
an explosion, with resultant damage 
to private property, this evidence 
alone is not enough to justify a jury 
holding the company liable in dam- 
ages. The testimony must indicate 
that escape of the gas was due to 
negligence of the gas company’s em- 
ployes. Otherwise the company is 
not liable. 

On the other hand, the court may 
imply negligence. 

For illustration, in Prudential v. 
United Gas Corporation, 199 S. W. 
(2d) 767, the testimony showed 
facts, as follows: The building in 
which an explosion occurred was a 
business building. 

At the time of the explosion the 
gas company was furnishing gas for 
an adjoining Piggly Wiggly store. 

The cause of the explosion, stated 
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by the property owner was a leak 
in an outside gas service line instal- 
led by the gas company in 1926 un- 
derground, and which was connected 
to both the destroyed building and 
the adjoining Piggly Wiggly store. 

The building owner contended 
that the evidence showed a leak de- 
veloped in the line where the riser 
was screwed in; that the escaping 
gas seeped through the wall, and its 
cracks and services, and accumulat- 
ed in a pocket; and that after the 
explosion and after an excavation 
had been made against the wall on 
the outside at the riser, it was dis- 
closed that the source of the leak 
was at the point where the riser and 
tee joined. An expert testified that 
when the gas company men had dug 
down 12 or 15 inches almost to the 
pipe the escaping gas blew the dirt 
back ; and that after the broken pipe 
was replaced there was no further 
odor inside or leakage into the build- 
ing. 

The gas company’s counsel denied 
liability on the ground that its em- 
ployes had placed and installed the 
Piggly Wiggly line according to the 
best customs and uses; it had no 
notice that gas was leaking prior to 
the explosion ; and that the line was 
inspected at intervals, and if in a 
leaky condition the acts of 
third person had caused it. 


Some 


The lower court held the gas com 
pany not liable, but the higher court 
reversed this verdict, saying: 


“It was conclusive that a leak was 
discovered in the Piggly Wiggly line 
after the explosion, and it is not disputed 
that the gas was cut off from the Hen- 
derson building line by the gas company 
immediately thereafter.” 


Hence, in this case the decision 
was based on the testimony that the 
gas company, being engaged in the 
business of distributing a highly ex- 
plosive and dangerous article, was 
negligent in installing and maintain- 
ing the Piggly Wiggly line under- 
ground too near the damaged build- 
ing and in not making adequate in- 
spections to know whether the line 
leaked gas. 


Consumer Is Negligent 


It is well established law that 
neither a gas company nor a muni 
cipality, which operates a gas sys- 
tem, is liable in damages for ex 
plosion of gas unless the testimony 
proves conclusively that the explo- 
sion resulted from negligence of the 
corporation’s officials or employes. 
\nd, conversely, proof that an ex- 
plosion of gas was caused by negli 
gence of a consumer makes the con- 
sumer entirely responsible, thus re- 
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lieving the corporation from liabil- 
ity. This rule of law is applicable to 
all injuries caused by gas. 

See Ruth v. Hutchinson Gas Com- 
pany, 296 N. W. 136, Here it was 
shown that a gas consumer died from 
carbon monoxide poisoning because 
he failed to provide adequate venti- 
lation in his home. His dependents 
sued the gas company for damages. 
However, since his own negligence 
resulted in the death, the higher 
court refused to hold the gas com- 
pany liable saying: 


“Carbon monoxide gas is colorless and 
to most people practically tasteless and 
odorless. Hence, if one of them negli- 
gently closed the ventilator ... the 
question of contributory negligence does 
not require extended discussion.” 


Also, see Cornett v. Georgia Utili- 
ties Company, 11 S. E. (2d) 68. Here 
it was disclosed that the pipes and 
vents connected with a water heater 
were not installed by the gas com- 
pany, but were installed by the con- 
sumer. 

One afternoon the consumer was 
overcome and rendered unconscious 
for several hours as a result of in- 
haling carbon monoxide and kindred 
gases which had escaped from the 
gas water-heater. He sued the gas 
company. 

It is interesting to know that the 
higher court refused to hold the gas 
company liable, and said: 

“There was no duty on the de- 
fendant (gas company) to inspect 
the gas water-heater and pipes and 
vents connected therewith, as they 
were owned and controlled by the 
owner of the building or the occu- 
pant thereof, and not by the com- 
pany.” 





Caine Joins Texas Eastern 
as Secretary-Treas. 
Walter E 
the Bureau of Statistics and secretary 
the Accounting Section of the Ameri- 


can Gas Association t 


Caine is resigning as director 


become secretary 
Texas Eastern Transmis- 
ion Corporation, according to a joint an- 
yuncement by H. Carl Wolf, managing 
tor, A.G.A., and R. H. Hargrove, 

| f Texas Eastern. He will as- 
August 1 and will be 

company’s headquarters at 


and treasurer ot 


A.G.A. Mr. Caine reorganized 
the work of the Bureau of 
lirected an enlarged pro 
statistical analysis and market 
At the same time, he directed 
activities of the Ac- 
Section. He was also active in 
rk of the Committee and 
as secretary of both the Committee 


prehensive 


Rate 
served 
Economics and the Committee on Natu- 


ral Gas Reserves 
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SENECA WATER GAS COKE is 
high in fixed carbon, making it 
excellent for use in the manu- 
facture of water gas. It has a low 
ash and a high fusing point. 


Call or write NOW. A SENECA 
sales agent will appreciate the 
opportunity to go into details 
and discuss price with you. At 
all times SENECA Service is 
Prompt, Efficient and Courteous. 
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Training Program for Utility 
Car and Truck Drivers 


By 
Fred A. Herr 


HAT the Southern California 

Gas Co. of Los Angeles has 

accomplished in the formula- 
uon of an effective program for the 
training of drivers of company cars 
and trucks is discussed in a recent 
report prepared by A. R. Grant, su- 
pervisor of automobile maintenance, 
of that utility. 

The program outlined by Mr. 
Grant, and which was recently ap- 
proved for adoption by Southern 
California Gas Co. management, of- 
fers a practical driver training pro- 
gram, geared to the economics of gas 
utility operation. Mr. Grant declared 
in his report that while gas industry 
groups and many company commit- 
tees have frequently discussed driver 
training without accomplishing any- 
thing definite, the Southern Califor- 
nia Gas Co. has, in his opinion, ar- 
rived at a practical and economical 
system of driver training. 

Mr. Grant pointed out that most 
recommended driver training pro- 
grams start with a driver selection 
process which usually consists of vis- 
ual, physical and psycho-motor tests 
to determine that the man is physical- 
ly suited for the job of driving. After 
this, he declared, the person selected 
to drive is given a complete course 
in the mechanics of handling an auto- 
mobile. He is then instructed in the 
various laws and ordinances so that 
by the time he has finished with his 
training, he is, theoretically, a safe 
and effective driver. 

Mr. Grant pointed out that the 
American Trucking Association has 
obtained good results with giving 
truck drivers merchandise prizes on 
the basis of points earned through 
accident-free and effective driving. 
The cost of the full A.T.A. program, 
the report brought out, was found to 
be above $60,000 per year for the 
Southern California Gas Co., which 
operates a fleet of some 1500 motor 
vehicles. For economic reasons, the 
company found it impractical to use 
the full treatment recommended by 
the trucking association. The com- 
pany officials likewise questioned the 
value of certain phases of the A.T.A. 
training program, which dealt with 
the awards of prizes and the use of 
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psychological or psycho-motor test- 
ing treatments. 

The program adopted by the gas 
company is based on a study made by 
company safety and maintenance au- 
thorities and geared to the specific 
needs of the utility and its type of 
fleet. The formulation of a driver 
testing program was recommended by 
Southern California Gas Company 
management in the fall of 1947. Mr. 
Grant and Albert W. Turner of the 
company’s safety division, collabor- 
ated in preparing a proposed pro- 
gram. Their tentatively recommended 
summary of driver testing procedure, 
Mr. Grant reported, was subsequent- 
ly used as the basis of the program 
ultimately authorized for adoption by 
the company. 

The summary proposed to manage- 
ment by Mr. Grant and Mr. Turner 
was as follows: 

“The objective of any driver test- 
ing program (they stated) is to bring 
about more careful handling of auto- 
motive equipment to the end that: 
1...Accidents will be reduced. 
...Claims cost will be lowered. 

. .. Equipment will be conserved for 
longer life and less repair costs. 
... Employee personal injuries will 
be minimized. 
“Indirect corollary benefits, such as 
better public relations, better em- 
ployee relations, a sense of security 
which accompanies an exceptionally 
good automobile record—all of these, 
and other benefits follow a successful 
testing program. The word “testing” 
is used in a broad sense to include 
certain tangential changes in com- 
pany policy, such as in the method of 
reporting accidents, in accident in- 
vestigation, in supervisory-driver re- 
lationships, etc. 
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1, ... Vision Testing. 


“The first and most important test 
is that of vision. This may be done 
with the Keystone tele-binocular, a 
simple rod test, and a perimeter. 

“The purpose of the Keystone 
tele-binocular as to discover whether 
or not the employee has adequate 
vision for driving. This machine 
will show the degree of near and far 
vision, tendency to “tunnel” vision, 


muscular imbalances, astigmatism, 
myopia and hyperopia. ; 

“The rod test demonstrates practi- 
cal depth of vision, Its chief value 
is in demonstrating to the person 
being tested that he may have to 
allow leeway in certain driving situ- 
ations because of inability to judge 
effectively the nearness of approach- 
ing vehicles. 

“The perimeter is a simple method 
of determining lateral vision. Its 
purpose is to demonstrate to the per- 
son being tested his ability to see a 
full 90 to 100 degrees lateraily while 
looking ahead. This is an important 
test for many people who are unable 
to see more than 60 degrees laterally 
out of one or both eyes. 

“The purpose of the vision test 
is not to screen out employees for vis 
ual defects. Its purposes are: 

1. To discover employees having 
inadequate visual acuity so that 
they may have their own doc- 
tor prescribe adequate corrective 
glasses. 

. To assist employees who have 
non-correctible defects, such as 
“tunnel” vision, inability to 
judge distance, lack of lateral 
vision in one eye, non-correct- 
ible unilateral lack of acuity, so 
that such employees may com- 
pensate for these defects by 
simple little habits such as turn- 
ing the head slightly to correct 
for inadequate lateral vision, 
giving extra clearance for poor 
distance, judgment, etc. 

“In the event that an employee is 
discovered who simply cannot see, 
and whose vision is not correctible, 
it would be desirable to clear such an 
employee through the company’s chief 
examining surgeon for placement in 
a non-driving job. This is the only 
situation where drastic action would 
appear necessary.” 


2. . . - Good Driving Practices. 


“In addition to the vision test, the 
driving employee should be made 
thoroughly familiar with certain 
fundamental good driving practices. 
These practices should be few in 
number and should consist largely 
of a composite of the Interstate Com- 
merce Commission’s recommenda- 
tions and the California Vehicle Code 
‘Rules of the Road’ section. 

“They should be printed and dis- 
tributed to all drivers. The drivers 
should be required to learn them 
thoroughly. Periodic tests should he 
given, either in company safety meet- 
ings or informally by the supervisor, 
to make certain that these basic driv- 
ing practices are generally known.” 
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3... . Road Test. 


“The third phase of the program 
should be a demonstration on the 
part of the employee that he is com- 
petent to operate the vehicle properly. 
This check should be made by the 
employee’s supervisor and_ should 
consist of a check ride with the su- 
pervisor observing the employee’s 
driving practice and noting his fail- 
ures. If the employee is not com- 
petent to perform the simple mechan- 
ics of driving and he is newly hired, 
he should be disqualified from fur- 
ther employment unless, in the opin- 
ion of the supervisor, the failures 
are quickly and effectively correct- 
ible. 

“If the employee handles the car 
well, but is inclined to carelessness, 
his supervisor should discuss with 
him his failure to pass the test and 
should point out that he will be re- 
tested within a short time. If he 
fails upon being re-tested, it would 
appear desirable, if he is newly hired, 
to disqualify him. If a veteran em- 
ployee fails in the riding test, he 
should have adequate opportunity to 
correct his bad habits and should be 
assisted as necessary by his supervis- 
or so that he may do so.” 

The management group of South- 
ern California Gas Co., Mr. Grant 
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reported, subsequently authorized 
driver training program to be drawn 
up and installed in which the three 
major phases of testing and train- 
ing would be as follows: 

1. A vision test will be given to 
all new employees who will drive 
company cars. This test will be 
given by the personnel department. 
It will consist of the Keystone Tele- 
Binocular test, augmented with a test 
for lateral vision and for depth per- 
ception. Employees whose automo- 
bile accident frequency is high will be 
given tests regardless of their senior- 
ity. 

2. Road tests will be given to all 
employees who spend a considerable 
portion of their time driving. The 
type of road test, with score sheets, 
etc., will be prepared by the safety 
department and be standard through- 
out the company. In the beginning, 
road will be confined to new 
employees, but will later be extended 
to all employees whose driving habits 
are questionable. 

2. A manual of good driving prac- 
tices will be prepared and will be 
given to all driving employees. There 
will be periodic tests given either in 
company safety meetings or informal- 
ly by supervisors to make certain that 
these driving practices are generally 
known and observed. 


tests 
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In concluding his Mr. 
Grant stated : 

“This program, which is both eco- 
nomical and we feel, practical, will 
be put into effect in the near future. 
The manual on safe driving will con- 
sist largely of a summary of LC.C. 
driving regulations and the California 
Vehicle Code ‘Rules of the Road’ 
section. There will be some positive 
do’s and don’ts. We question the 
wisdom of psychological or psycho- 
motor testing, since the results of 
army tests indicate that reaction time, 
hand/eye coordination, stability, bal- 
ance etc., cannot be effectively corol- 
lated with accident experience. 

“We question the advisability of 
awards of any type on the simple 
theory that a man should not be 
given a prize for doing the job he is 
being paid to do. We feel that our 
program will be productive of good 
results. If it is not, we will change 
it to whatever extent it is necessary 
to make it so.” 
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Boron Master Alloy. A colorful fold- 
er issued by Norton Company, Worcester 
6, Mass., gives the analysis and features 
of this special alloy. It is used to in- 
crease the depth of hardening, or harden- 
ability of special steels. Most useful in 
plain carbon or low alloy medium carbon 
steels. Copy sent on request. 


The Gem of Them All 


CLUMBIA CONVERSION 


GAS BURNERS 


More Popular Than Ever 


With Home Owners and Dealers 


DEALERS SAY—Columbia Nutipe Burner has 
a common sense design. Closely duplicates opera- 


tion of appliance when solid fuel was used, Easy 


to install. Seldom requires service. 


HOME OWNERS SAY-—Gives quick heat 
transfer and earlier delivery of heat to rooms. 
Has tamper-proof controls and quiet operation. 
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complete 


MODEL P-ZE 


shown here is designed 
for use in warm air fur- 
naces or round type boiler 
where grates are removed, 


Send for free folder giving 
instructions for 
installing 
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Report of American Gas Association Committee 
on Steel Requirements of Gas Utility Companies 
for Distribution Facilities and Plant Structures 
and Equipment* 


HIS is a report on Steel R: 

quirements of Gas Utility Com 

panies in the United States for 
Distribution, Plant Structures and 
Equipment prepared by a committee 
of the American Gas Association. 
These steel requirements are the 
necessary quantities needed by the 
gas industry to meet the demands of 
its present customers and new hous 
ing extensions. They are the quan 
tities necessary to alleviate present 
gas shortages and are not the basis 
of any expansion program of any 
kind. The quantities shown include 
also the steel requirements necessary 
for maintenance, repairs and oper- 
ating supplies. 

These steel requirements are re 
ferred to in a similar report of the 
Petroleum Industry which included 
natural gas pipe lines from the outlet 
of producing wells to city gates and 
it is a continuation of such require- 
ments to transport gas beyond these 
pipe lines to the homes and factories 
and commercial establishments of the 
gas industry’s customers and render 
an essential service to millions of our 
people. 

Authority 


The committee acted in pursuance 
of Paragraph 2 of Section 2 of Pub- 
lic Law No. 395 and by direction of 
the Association’s Executive Board 
and by verbal understanding with 
Mr. Max W. Ball, Director of the 
Oil and Gas Division of the United 
States Department of the Interior. 
Its purpose is to place the steel re- 
quirements of the gas industry before 
the proper government authorities so 
that it might receive its proper weight 
in any voluntary agreements in the 
allocation of steel. 

Assignment 

The assignment to the Associa 
tion’s committee was to prepare an 
estimate of the steel requirements for 
distribution and plant equipment and 
structures of natural gas companies, 
manufactured gas companies and 
mixed gas companies in the United 
States for the period April 1, 1948 to 
September 30, 1949, for six calendar 
quarters. 


Results 


The summarized tabulation of steel 
requirements is adjoined and is the 
result of contacting the industry 
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through a questionnaire. Replies were 
received from 230 gas utility com- 
panies representing 77.5 per cent of 
the total number of customers in 
1946. These figures were then pro- 
jected for 100 per cent of the indus- 
try. 

lt was found that the gas utility 
companies would require in the peri- 
od covered in this report a total steel 
pipe requirement of 166,400 tons of 
16” and larger ; 285,000 tons of from 
654” to 16” in diameter; 113,100 
tons of 2” and 5”; and 143,000 tons 
of 4%” and smaller of welded. 

The tabulation shows also a total 
requirement of 211,400 tons of cast 
iron pipe and approximately 57,000 
tons of plates from 3/16” to 1%” 
with 70 per cent of this item in sizes 
less than 5¢” in thickness. 

The categories over which these 
quantities were spread were: Gas 
Mains; House Services; Gas Hold- 
ers; Liquid Storage Tanks; Gas 
Works Structures; Buildings; and 
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ANNULMENT 


Estimated Steel Requirements 
For the Period April 1, 1948 to 
Sept. 30th, 1949 
Tons 
Structural Shapes 
Carbon Steel Bars 
Sheets: 
16 gauge and heavier 
17 gauge and lighter 
Plates 
3/16” to 5%” 
over 5%” 
Line Pipe 
16” and larger 
65%" to 14” 
2” to 5” seamless 
414" and smaller, welded 
Total Steel 
Cast Iron 
Total Steel and Cast Iron 
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Machinery. 

The gas industry itself had a total 
of over 21 million customers in 1947 
serving over 85 million people.~ The 
importance of its steel requirements 
in the light of its service in the daily 
lives of so many millions of our peo- 
ple cannot be overstressed. 

* Steel requirements for natural gas pipe 
Imes from producing wells to city gates 
are shown in another report of steel re- 
quirements for the petroleum industry ts- 
sued by a committee of the National Pe- 
troleum Council. 








Our Standard Inspection Report 
tells the actual condition—inside 
and out—of each gas holder ex- 
amined. It gives you the hidden 
facts on where serious corrosion 
trouble may be brewing in 908 
holders. It points out misalign- 
ments -—— their cause and best 
corrective measures. In shori— 
it will save you money on your 
gas holder investment. Let us 
give you the facts. 


MANUFACTURING Co. 


CINCINNATI 16, OHIO 
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Along the Pipe Lines 


Texas Gas Signs Contracts to 
Bring Large Gas Flow to 
Appalachian Area 


Texas Gas Transmission Corporation 
announced in June that it has signed 20- 
vear contracts with subsidiary companies 
of Consolidated Natural Gas Company and 
Columbia Gas System and with Texas 
Eastern Transmission Corporation for de- 
livery of 235,000,000 cubic feet of natural 
gas a day for use in the Appalachian and 
other Eastern areas by June 1, 1950. 

The new contracts are contingent upon 
construction by Texas Gas of a 26-inch, 
800-mile pipeline from the Carthage Gas 
Field in Texas to a point near Middle- 
town, Ohio, as previously announced. 

Under terms of the new contracts, Texas 
Gas expects to be able to put its new line 
in preliminary operation by late 1949. De- 
liveries from this date until the Spring of 
1950 are expected to average 265,000,000 
cubic feet a day. Of this amount, 165,- 
000,000 will be delivered to Consolidated 
and Columbia subsidiaries. 

After June 1, 1950, Texas Gas will de- 
liver 235,000,000 cubic feet a day to Texas 
Eastern at the latter’s Compressor Station 
No. 16 near Lebanon, Ohio. Texas East- 
ern, in turn, will transmit 210,000,000 cubic 
feet a day of this amount to The East 
Ohio Gas Company (Consolidated subsidi- 
ary) and to The Ohio Fuel Company and 
The Manufacturers Light and Heat Com- 
pany (Columbia subsidiaries). Texas 
Eastern will retain the remaining 25,000,- 
000 cubic feet a day for its system’s use 

Under the terms of another contract, 
now being negotiated, Texas Gas will sup- 
ply 40,000,000 cubic feet of natural gas a 
day to Louisville Gas and Electric Com- 
pany, which served the City of Louisville, 
Kentucky. This total of 275,000,000 cubic 
feet a day, together with additional gas to 
be served to the Company’s Memphis and 
Kentucky systems, will take up the full 
initial capacity of the new line. 

In a companion move to insure supplies 
at the southern terminal of the Texas Gas 
new line, Texas Gas has contracted to 
purchase from Texas Eastern up to 200,- 
000,000 cubic feet of natural gas a day 
for its new line. 

In addition to the 200,000,000 cubic feet 
a day to be available from Texas Eastern 
at Lisbon, Louisiana, Texas Gas is now 
executing contracts for the purchase of an 
additional 165,000,000 cubic feet of gas per 
day with various gas producers in_ the 
Carthage Gas Field, Texas. 

W. T. Stevenson, executive vice presi 
dent of Texas Gas, declared that the con 
tracts already signed and those in the 
process of being signed assure Texas Gas 
the bulk of its gas requirements for the 
new line. By the winter of 1949-50, Mr. 
Stevenson declared, the Corporation ex- 
pects to bring substantial relief to areas 
that have been hard hit by industrial shut- 
downs and unemployment, and to help re- 
lieve domestic gas shortages duririg the 
winter months. 
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El Paso Natural Gas Asks 
Authority for Capacity Increase 


Kl Paso Natural Gas Company of El 
Paso, Texas filed on June 16th an applica- 
tion with the Federal Power Commission 
for authority to construct and operate 
additional natural gas transmission facili- 
ties which will increase the daily delivery 
capacity of the company’s system by 180,- 
000,000 cubic feet. 

Of the additional capacity which is 
being proposed, 80 million cubic feet per 
day is intended for delivery to distribution 
companies in Arizona, New Mexico and 
west Texas and 100 million cubic feet per 
day to the Southern California Gas Com- 
pany and the Southern Counties Gas 
Company serving southern California. 

The additional facilities for which 
authorization is being requested consist 
primarily of about 450 miles of 30-inch 
pipe line running parallel to portions of 
the company’s existing 26-inch line between 
Lea County, New Mexico and a point on 
the Colorado River near Blythe, California. 
In addition, the company is proposing to 
construct about 33,000 horsepower of new 
main line compressor capacity and a num- 
ber of related facilities, including feeder 
and gathering lines. 

In its application, the company stated 
that the gas which it proposed to transport 
would be obtained from supplies of flare 
gas in the Permian Basin of west Texas 
and Southeast New Mexico. This gas, 
the company added, is now being vented 
to the air for lack of a market. 


Panhandle Eastern Pipe To 
Construct New Facilities 


Federal Power Commission made 

an order on June 11th, authorizing 

ie Panhandle Eastern Pipe Line Company 

to construct and operate additional natural 
gas transmission facilities which will in- 
crease the delivery capacity of its system 
by 102,000,000 cubic feet of gas daily. 
Cost of the facilities has been estimated at 
$27,021,000, or $26,615,000 if an alternate 


plan is used. 


Conditions of the FPC order authorizing 
the project provide that (1) Panhandle 
shall not use the facilities for service to 
any new customer without specific FPC 
authorization and (2) reports shall be 

ide from time to time on increases in 
he capacity of the line 

Designated in the company’s application 
as “Group C” facilities, the construction 
addition of 30,600 
horsepower to existing compressor station 
facilities, construction of about 356 miles 
of 26-inch line as looping of the main 
transmission line, and appurtenant facili- 
ties. The authorization also allows the 
company to install one additional 1000 
horsepower unit in its Sunray Compressor 
Station in Moore County if the Guymon 


rroject includes the 


station previously authorized is construct- 
ed. If the Guymon station is not con- 
structed, the authorization allows the 
company to install three additional 1000 
horsepower units in its Sunray compressor 
station. 

Completion of the Group C facilities 
in addition to the Groups A and B facili- 
ties previously authorized will give Pan- 
handle two interconnected looped lines 
from its Liberal station in Kansas to 
Detroit, Michigan with segments of a 
third loop line, and will increase the daily 
sales capacity of the system to an average 
of 575,000,000 cubic feet during the sum- 
mer months and 610,000,000 cubic feet 
during the winter months. 


The Ohio Fuel Gas Co. 


The Ohio Fuel Gas Company has filed 
an application with the Federal Power 
Commission seeking a certificate of public 
convenience and necessity authorizing con- 
struction and operation of replacement 
pipeline facilities to provide increased 
transmission capacity to Toledo, Fremont 
and adjoining areas in Ohio. Cost of the 
facilities has been estimated at $3,082,000. 

The changes proposed in transmission 
facilities are necessary to provide capacity 
for adequate service to existing markets 
and to provide for anticipated growth of 
those markets, Ohio Fuel said. No addi- 
tional markets are being considered for 
connection to the line, since the new line 
will follow the same rights-of-way as the 
existing line. No existing customers will 
be deprived of service, the company said. 

Communities which will be served from 
the proposed line include, Toledo, Lime 
City, Maumee, Moline, Perrysburg, Ross- 
ford, Stony Ridge, Walbridge, Ottawa 
Hills, Sylvania, Luckey, Pemberville, El- 
more, Genoa, Woodville, Gibsonburg, 
Helena, Fremont, Port Clinton, Oak Har- 
bor, Green Springs, Bloomville, Republic, 
Attica, New Washington, Shiloh, Green- 
wich, New London and Pavonia. In ad- 
dition, four main line industrial customers 
and two wholesale customers would be 
supplied through the new line. 


Alabama-Tennessee Natural 
Gas Co. 


\ Federal Power Commission presiding 
examiner has filed a decision granting, 
subject to Commission review, a certificate 
of public convenience and necessity to 
\labama-Tennessee Natural Gas Company 
to construct and operate natural gas trans- 
mission facilities to serve markets in 
northern Alabama and northern Missis- 
sippi. 

This line is designed to have a capacity 
of 30,179,000 cubic feet of gas daily at 
the point of delivery from Tennessee Gas 
Transmission Company’s main line. It 
would be able to deliver 17,600,000 cubic 
feet a day at Florence, Sheffield and Tus- 
cumbia, 4,300,000 cubic feet at Decatur, 
Alabama, 4,400,000 cubic feet at Hunts- 
ville, Alabama, and would provide for in- 
termediate service to other towns and 
cities along the way. Cost has been esti- 
mated at $2,900,000. 
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Elastic Coating for Gas Holder 


Uses Spray Application 








Gas holder after recoating with special protective compound. 


OW TO PROTECT metal sur- 
faces effectively against weath- 
ering—and do this at econom- 

ical cost with minimum manpower- 
poses an unusual maintenance prob- 
lem, at one time or another, to all 
users of storage vessels or other 
equipment which is continually sub- 
ject to the ravages of outdoor ex- 
posure. 

In the public utilities industry, gas 
holders afford one prime example 
of a structure where provision for 
long-term protection against the de- 
teriorating influences of atmosphere 
and climate calls for superior equip- 
ment performance and long-service 
life. With these units, alternate sub- 
mersion of lifts and exposure to the 
elements tends to make such surfaces 
highly susceptible to every corrosive 
atmospheric and climatic condition. 

Since 1942, engineers of The Pa- 
cific Gas and Electric Company have 
been conducting tests on metal sur- 
face protection problems in their 
search for durable coatings that 
would cut down the frequency of re- 
painting gas holders. Last year saw 
the completion of a series of ex- 
haustive tests, looking toward a so- 
lution of this problem. 

These tests provided for the im- 
mersion of coated panels (% ex- 
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6 immersed) in tanks, one 
containing water from San Francisco 
Bay and one containing fresh water, 
for a period of over five years. 
Sprayed with a coating of a specially 
developed weather-resistant, water- 
repellent material, these panels were 
removed and inspected after this 
prolonged, severe exposure. P. G. 
& E. engineers found there was no 
break whatever in the protective 
film, and hence, no corrosion of metal 
in any respect. 

As a practical field check on these 
test results, the company recondi- 
tioned two gas holders of 1,023,000 
and 75,000 cubic feet capacity re- 
spectively in Fresno. Here in brief 
is the operational method of applica- 
tion : 

Paraffin grease, the protective ma- 
terial formerly used, was first re- 
moved from the surface of the gas 
holder by scraping and wire-brush- 
ing, supplemented by solvent-clean- 
ing. The entire surface preparation 
process was completed in 25 eight- 
hour days by a 20-man crew. 

Spray application of the new ma- 
terial to the holder was handled in 
10 eight-hour days by a three-man 
crew. Coverage rate was 27 square 
feet of surface area per gallon of 
material, which was delivered direct- 
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ly from original drums by Alemite 
and Lincoln pumping equipment and 
applied with a Binks 7E-1 spray gun 
at 100 lbs. air pressure at the noz- 
zle. The entire job was handled by 


General Waterproofing Company, 
San Francisco. 

The new weatherproofing material 
is a technical development of the 
Arco Research Laboratories, Cleve- 
land and Los Angeles, which pio- 
neered the development of a com- 
parable self-healing coating for ma- 
sonry and concrete structures, and 
is designed to simplify long-term 
maintenance of all types of exposed 
steel structures. It forms a tough but 
elastic and pliable protective-decora- 
tive coating many times the thickness 
of paint to seal out measurable vapor, 
moisture, chemical gases and fumes, 
and thus prevent surface corrosion 
and deterioration from these sources. 
Of further interest in this connec- 
tion is the unusual fact that if the 
outer skin of the protective film be- 
comes bruised or broken, its exposed 
sub-surface hardens and “heals” it- 
self. 

The engineers of Pacific Gas and 
Electric have been watching these 
field applications for over a year, and 
are finding that they show the same 
good weathering qualities which had 
been indicated by the preliminary 
test samples. 

The exposure history of these in- 
stallations during the next few years 
will continue to be of considerable 
interest to all gas utility maintenance 
forces. 





Underground Corrosion Exhibit 


In connection with comparative field 
tests of the corrosion resistance of vari- 
ous pipe materials in different types of 
soils, the National Bureau of Standards 
has announced an exhibit of approximately 
3000 actual test specimens. Chemists, 
metallurgists, corrosion engineers, and 
others interested in the behavior of ma- 
terials underground are invited to inspect 
the test samples, which will be on display 
until August 15, 1948, in the Bureau’s 
Underground Corrosion Laboratory, Con- 
necticut Avenue and Van Ness Street, 
N.W., Washington, D. C. 

The specimens were exposed at 15 test 
sites throughout the United States for 
periods ranging from five to fourteen 
years. They consist of 85 varieties of ma- 
terials, including seven types of wrought 
iron and wrought alloys, 17 types of cast 
iron and cast alloys, 22 types of steel and 
steel alloys, 13 types of copper and copper 
alloys, and miscellaneous samples of lead, 
zinc, metallic- and nonmetallic-coated pipe, 
and asbestos-cement pipe. Measurements 
of loss of weight and depth of pitting of 
the specimens have been made, and a re- 
port on the corrosion resistance shown by 
the materials studied is in preparation. 
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New Equipment and Appliances 


Kinmont Power Unit 


The Kinmont Universal Power 
Unit operates on the chain tong 
principle, and weighs only 7] 
pounds. A foot switch accessory 
is available to permit remote con- 
trol. The drive chain is provided 
with patented quick action connect- 
ing links for rapid lengthening of 
the chain to accommodate work of 
larger diameter. 

It is especially adaptable as a 
positioner for welding, cutting, fit- 
ting, grinding, threading, painting, 
sandblasting and other similar 
operations. 


KINMONT 


Portable Power Unit 


For handling large tanks or 
similar objects, adjustable roller 
fixtures can be utilized. The full 
weight of the work is not imposed 
upon the power unit and objects 
weighing as much as 20,000 pounds 
can be handled. 

With pipe set on rollers, it will 
turn several hundred feet of pipe 
while a group of welders operate 
the entire length. 

Operates on either AC or DC 
power and can be plugged into any 
portable: gas driven arc welder in 
the field. A reversing switch per- 
mits rotation of working material in 
either direction. 

Overall length is 40% inches, 
width, 10%” and height 15%”. Is 
compact enough to be operated in 
limited space. Further details, from 
Kinmont Manufacturing Co., Inc., 
718 West Wilson Avenue, Glen- 
dale 3, California. 


Helical Rotor Pumps 

The Syntron Company, 920 Lex- 
ington, Homer City, Pa. have just 
announced a line of positive dis- 
placement, extremely simple, hel- 
ical rotor pumps. 

Two helical rotors, one a driving 
rotor and the other an idler rotor, 
force the liquid ahead in an axial 
flow in volume and at pressure. 

The shaft of the driving rotor is 
mechanically sealed by a Syntron 
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“ Anti-Friction”’ 
leakage. 


shaft seal against 


Syntron Oil Pump 


Built in two sizes these pumps 
are primarily designed for handling 
various grades of oils at either 50 
or 75 gallons per minute, at pres- 
sures of up to 125 psi in a smooth, 
pulseless flow. 

Catalog information is available 
from the manufacturer. 


Pounds-To-Inches Gas Pressure 
Regulator 


Remarkaple regulation charac- 
teristics over a wide range of inlet 
pressures is an outstanding feature 
of the new Utility Type A Domes- 
tic or Service Regulator. 

Designed primarily for major 
utility companies’ use as a house 
regulator, the unit serves in many 
other applications where close gas 
pressure regulation is essential. 

Inlet pressures may vary from 
3 to 50 or 75 pounds, yet the final 
outlet pressure, reduced to inches 
of water column is stated to remain 
almost constant throughout the en- 
tire range. 


Reducing Regulator 


Other features are the rain proof 
atmospheric vent, stainless steel 
spring, highly resilient synthetic 
rubber diaphragm, and high grade 
aluminum alloy castings machined 
to precision standards and coated 
to prevent corrosion. In perform- 
ance and appearance, the regula- 
tor is for general utility company 
use. A new bulletin No. U-105 is 
available from Utility Regulator 
Co., 800 East 108th Street, Los 
Angeles 2. 


Suspended Unit Heater 


This new suspended fan type 
heater is a completely mounted— 
one package unit. All controls and 
motor are rigidly mounted, wired 
and tested at the factory. Merely 
connect the hangers to the ceiling 
support, and complete the gas and 
electrical connections. 

The gas inlet is so arranged to 
enable the user to remove the unit 
if ever necessary, without interrup- 
tion of service to other gas equip- 
ment. 
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Peerless Unit Heater 


The burner pan unit is “hinged” 
—swings down for free access in 
cleaning any dust collected. 

These units range in input from 
65,000 B.T.U. to 200,000 B.T.U. 
Manufactured by Peerless Manu- 
facturing Corporation, Louisville, 
Kentucky. 


Payne Heating Units 

Two new forced air gas furnaces 
have been introduced by Payne 
Furnace Co., Beverly Hills, Calif. 

The “Sentry” is designed for non- 
basement installations and can be 
placed in a closet, on the service 
porch, in the kitchen, or any avail- 
able corner. Cold air is drawn in 
the bottom or side and ducts carry 
heated air out the door. 

The “Zoneair,” in a shorter and 
deeper casing, is designed to facili- 
tate basement installations. It is 
available in the same four sizes (67,- 
900 to 167,000 b.t.u. input per hour) 
as is the “Sentry.” Cold air is 
drawn in and warm air discharged 
through ducts in the furnace top. 
Bulletins on request. 
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Ylows of the Gas Industry 


Third Annual Short Course in Gas 
Technology Held at Kingsville, Texas 


A total of thirty-seven speakers 
and instructors from seven states ad 
dressed a record attendance at the 
Third Annual Short Course in Gas 
Technology on June 2-4. Attendance 
was estimated at better than two 
hundred fifty. 

The course was divided into two study 
groups, both running through the 
day period. W. W. McGee, Jr., of the 
Tennessee Gas Transmission Co., Houston ; 
D. T. McRoberts, United Gas Line C 
Shreveport, La., and Robert M. Hutchi 
son, Houston Natural Corporation, 
Houston, were in charge of the section on 
latest methods for solving problems of pro 
duction and transmission, with 13 lecturers 
appearing on their programs, and a like 
number were heard by those attending the 
section dealing with improved techniques 
in the utilization of Natural This 
section was chairmaned by C. A. McKin 
ney of the United Gas Corporation, Hous 
ton, with Chester Young, Lone Star Gas 
Co., Dallas, and George Elmer May, New 
Orleans Public Service, on the committee 

The Administrative committee 
headed by Dr. Frank Dotterweich, head 
of the department of engineering at A&I, 
whose national’ reputation as an authority 
on natural gas engineering has drawn key 
figures in the industry throughout the 
South to the campus for 
courses during the three years he has con 
ducted them. 


three 


Gas 


Gas. 


was 


these short 


Production and Transmission 


The section on Production and Trans 
mission offered solutions to many of the 
problems encountered in these phases 
operation. Corrosion and its preventi 
latest developments in the construction < 
operation of pipe lines including 
tance applications and _ testir 
pipe coatings all were discussed 
oughly by leading authorities in eacl 
The great strides in design and 
centrifugal compressors was describx 
their present use at the 
explained. 

The physical properties of natural 
which offer trouble in its measuret 
well as the physical properties whic! 


ones ; 


. ] 
»seeligso 


the chief cause of problems in pr 
of gas-condensate wells were discuss 
great detail. The final lecture 
tion on “Cycling” of natural gas w: 
ceived with great interest. 
Utilization 

In the section on Utilization 
Gas it was shown that use of 
fuel would go far in stabilizing 
omy of a given region. A kiln 
ciently and effectively dry lumber wa 
troduced. Uses of natural gas 


> 


operations should become of increasing im- 
rtance tc the Southwest. In chemurgic 
processes where the science of chemistry 1s 
applied to agriculture, the use of natural 
as a fuel was predicted to bring un- 

ted expansion in this field. Accom- 
ving such an expansion would be an 
rease in all forms of agricultural pro- 
which should have a tremendous 
upon the Southwest and especially 


ductivity 
eftect 
l'exas 

Stress was placed upon the many devel- 
opments whereby the use of natural gas 
for heating and cooling of residences had 
become superior to its competitors. Meth- 
ods whereby natural gas can be effectively 
used to control conditions of humidity and 
can be a source of efficient and cheap 
power rounded out the section on Utiliza- 
t10n 


Administration 


The membership of the Administrative 
and Advisory Committee for the annual 
affair reads like Who’s Who in the gas 
ndustry, with Dean A. Strickland, general 
nanager of the United Gas Corporation, 
Chester L. May, vice president of the Lone 
Star Gas Company, and Frank C. Smith, 
president of the Houston Natural Gas Cor- 
poration listed as members. Dr. Frank H. 
Dotterweich, the engineering 
division of administrative chair- 
man for the course. “Men with practical, 
rather than theoretical experience, 
chosen for the faculty,” said Dr. 
Dotterweich. 

\t the first general assembly, W. H. 
Ligon, president of the Southern Gas As- 
sociation, outlined the aims of the short 
course, and Dean A. Strickland spoke on 
‘The South’s Asset—Natural 


director of 


A&I, is 


only 
were 


Greatest 
Gas.” 

On Friday evening, 200 attended a din- 
ner at Loftin Hall where Chester L. May, 
ce president of the Lone Star Gas Com- 
Dallas, delivered the 

ss, “Look to America.” 

d by Frank C. Smith. 


principal ad- 
He was intro- 
he inspection trip to the 


King 


famed 


nch was enthusiastically received by the 


istrants ; 


and the trip made possible not 
an inspection of 


cattle and 
view of the 


race 

rses, but also a 

paign presently being conducted. 

‘he final day saw the registrants fol- 
class room instruction 

cycling, 


with 
2 

gasoline, de- 
mical plants in Corpus 


to inspect 


and che 


Gaissert Joins Ebasco Services 
as Gas Rate Consultant 

with the At- 

from 1936 in 

Sales Engineer 

of its Dispatching and Statistical 


associated 
Company 


J. Gaissert, 
ta Gas Light 
e capacity of Industrial 
d 


apa 
and Hea 


drilling 
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CONVENTION CALENDAR 


July 


12-13 Michigan Gas _ Association, 
Joint Meeting with Mich. 
Elec. Lt. Assn., Grand Hotel, 
Mackinac Island, Mich. 


September 
New Jersey Gas Association 
33rd Annual Meeting, Hotel 
Monmouth, Spring Lake, N. 
5. 
Midwest Gas Association. Gas 
School and Conference, Iowa 
State College, Ames, 
Hotel Sheldon-Munn. 
Pacific Coast Gas Assn., An- 
nual Convention, Sant Cruz, 
Calif. Hotel Casa del Rey. 
Oklahoma Utilities 
tion, Gas Division, Biltmore 
Hotel, Oklahoma City. 
National Butane-Propane 
Assn. Annual Convention and 
Trade Exhibit, Congress Ho- 
tel, Chicago. 


lowa, 


Associa- 


October 


American Gas Assn. Annual 
Convention and GAMA Ex- 
hibit, Atlantic City, N. J. 
Texas Mid-Continent Owl and 
Gas Assn., Annual Meeting, 
Fort Worth. 

New England Gas Assn. Oper- 
ating Division. Hotel Shera- 
ton, Worcester, Mass. 
Metal Exposition 


Congress, Philadelphia, 


National 
and 
Pa. 


November 


d 1ssocta- 
Milwau- 


Wisconsin Utilities 
tion, Vfister Hotel, 
kee. 

American Petroleum Institute, 
Stevens Hotel, Chicago. 
National Hotel 
Grand Central 
York. 

National Personnel 
ence of the 
Palmer House, 


Exposition, 
Palace, New 


Confer- 
Industry, 
Chicago. 


Gas 


PULL MUL UL UL ULL 


Department, has joined the Rate Depart- 
ment of Ebasco Services Incorporated as 
a Gas Rate Consultant. Mr. Gaissert, a 
civil engineer, was on leave of absence 
from the Atlanta Gas Light Company from 
1942 to 1946, when he served with the 
Combat Engineers of the Army of the 
United States in World War II. 
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Gas Associations Coordinate 
Programs and Activities 


national and re- 
were thoroughly 
reviewed at an all-day meeting June 16 at 
American Gas Association headquarters in 
New York. Purpose of the meeting was 
to promote more effective cooperation, co- 
ordination and integration of activities and 
the prevention of overlapping of programs 


The programs of the 


gional gas associations 


Attending the meeting were staff mem 
bers of the A.G.A., Gas Appliance Manu 
facturers Association, and managing di- 
rectors of the New England Gas Associa- 
tion, Pacific Coast Gas Association and 
Southern Association. During part 
of the session, editors of gas trade maga- 
zines participated and exchanged views on 
news coverage and other pertinent topics 

Various national A.G.A. programs, par 
ticularly those devoted to research, promo 
tion and advertising, now under 
in the planning stage were described and 
many points of coordinated activity were 
discussed. The A.G.A. Laboratories’ ap 
pliance testing program came in for re- 


Gaas 


way or 


view as well as statistical, utilization, com- 
mercial, industrial, residential and other 
activities. A point of special interest to 
the manufacturers’ association was the ex- 
change of views on the question of 
hold gas appli- 


connection 


whether it is desirable to 
ance exhibitions in with re- 
association conventions. 

A special feature of the meeting was 
the showing of the splendid color motior 
picture “The Eternal Flame,” produced 
by the Columbia Gas System, Inc. 


gional 


Natural Gas and Petroleum 
Assn. Annual Convention 

The Natural 

sociation of 


Petroleum As 
Canada held its 22nd annual 
convention at the General Brock Hotel, 
Niagara Falls. on May 27 and 28. 

President S. A. Morse, of Chatham, 
presided at the business session Thursday 
evening, at which committees were named 
to look after the business of the con- 
vention. 


Gas and 


American Gas As- 
brought by George H 


from the 
were 


Greetings 


sociation 
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Meeting of national and regional gas association groups in New York, 
June 16. Left foreground, left to right: H. L. Massey, ass't managing 
director, Gas Appliance Manufacturers Association; H. O. Andrew, 


editor, 


Gas Age’; J. M. Beall, editor '"A.G.A. Monthly’: Around the 


table, left to right: Edwin L. Hall, director, American Gas Association 


Laboratories: 


Ed. Titus, eastern editor, 


Gas"; George H. Smith, ass't 


managing director, A.G.A.; H. Leigh Whitelaw, managing director, 
G.A.M.A.; Robert B. Suttle, managing director, Southern Gas Associa- 
tion; Clark Belden, executive-secretary, New England Gas Association’, 


Cc 


Clifford Johnstone, managing director, Pacific Coast Gas Association; 


K. R. Boyes, secretary, A.G.A.; and S. G. Krake, publisher, “American 


Gas Journal. 


lirector of the natural gas de- 


absence of K. Stookey, president 
f Machinery Co. of Cleveland, 
hio, C. M. Sieger of the United 

and Fuel Co., Hamilton, gave an extem- 
poraneous address on recent developments 


the Gas 


Gas 


in the operation of oil-gas supplementary 
plants. Mr. Sieger urged the advantages 
of this type of gas production, and also 
dealt in a practical way with the problems 
arising from the mixing of natural gas 
with artificial products of various types. 
The Friday session was fea- 
by the questionnaire on problems 

he gas industry, Vice-President S. B. 


“everson 


afternoon 


presiding 


The following officers were elected for 


e coming year: 

Major E. Sweet, 
A. Morse, 
Glenny, Pro- 
Fort. Erie N.; 


Severson, Do- 


Honorary president, 
Brantford; past president, S 
hatham; president, C. N 
ial Natural 
first vice-president, S. B 
Natural Buffalo; second 
ce-president, J. B. McNary, Hamilton; 
George H. Smith, Port Col- 
secretary, Jos. McKee, United Gas 
uel Co., Hamilton. Directors, Frank 
well, Brantford; J. B. McNary, 
Iton; J. A. McNevin, K.C., Chat- 
s. Weir, Union Gas Co., Chat- 
Gordon D. Wickett, Windsor 
port of the directors, presented 
earlier in the day by President S. A 
Morse. made 
1949 convention would be held on May 
26 and 27, 1949 at the Hotel London, Lon- 
( dnt 


Gas Co., 
Gas Co., 


inion 


reasurer, 


borne: 


announcement was 


that the 


Southwest to Participate in 
National Personnel Conference 


\.G.A. Southwest Per- 
sonnel Conference at a meeting held in 
Birmingham, Alabama on June 7, voted 
with the A.G.A. Midwest 
Personnel Conference and the A.G.A. Per- 
sonnel Committee in sponsoring a Gas In- 


Members of the 
to cooperate 


dustry National Personnel Conference next 
November in a city to be selected later. 
About twenty-five personnel executives 
attended the meeting under the chairman- 
ship of Willard Wiegel, Personnel Direc- 
tor of the Lone Star Gas Company, Dal- 
las, Tex. Reports were made on trends 
and developments in union contract nego- 
tiations, cost-of-living bonuses, pension 
plans, leaves of absence for military train- 
ing, employment of minors, college gradu- 
ate placements, wage rate exchange and 
other pertinent problems. In the interest 
i relations 


of coordination, the industrial 


activities of the American Gas Association 


were described by its Secretary, Kurwin 

R. Boyes. 
Arrangements for the conference 

made by Robert G. Kenan, Southern Nat- 


The next 


were 


ural Gas Company meeting of 


the Conference will be held in New Or- 


leans, September 10. Representatives of 
gas companies are cordially invited to at- 


R. P. Mar- 
Transmission Corpora- 


tend this and future meetings 
shall, 
tion, Memphis, Tenn., will be 


Texas Gas 
pleased to 
notice 


answer request for copies of the 


for the meeting. 
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Executive Changes Announced 


by U. S. Pipe & Foundry Co. 


The United States Pipe and Foundry 
Co., Burlington, N. J., has announced the 
following changes in executive staff : 

At his own request, President N. F. S 
Russell was relieved of the active direction 
of the affairs of the company and elected 
chairman of the board at a meeting of the 
board of directors held on April 22. At 
this same meeting General Donald Arm 
strong, executive vice-president, was elected 
president and chief executive office: 


N. F. S. Russell De 


nald Armstrong 


Mr. Russell started with the company at 
the Scottdale, Pennsylvania, plant in 1910 
Serving successively as salesman, eastern 
sales manager, purchasing agent, and gen- 
eral sales manager, he was elected vice- 
president in 1921, and president in 1923. 
He served as president for twenty-five 
years during which time the company pros- 
pered. These were the years that marked 
the development of the method of casting 
cast iron pressure pipe centrifugally in 
metal molds. This method has nearly dis- 
placed the pit-cast method for sizes up to 
twenty-four inch. At first there was 
deLavaud pipe and ten years later the im- 
proved Super-deLavaud pipe. 


General Armstrong has had a broad ex- 
perience extending over thirty-seven years 
in all aspects of the Army Ordnance De- 
partment, which includes an_ intimate 
knowledge of many industries that fur- 
nished billions of dollars worth of ord- 
nance materiel. During World War II he 
was Chief of the large Chicago Ordnance 
District. Later General Armstrong was 
made Commandant, Industrial College of 
the Armed Forces. In 1945 he was awarded 
two Legions of Merit by the War and 
Navy Departments for service in World 
War II. He was also awarded the Distin- 
guished Service Medal by the Army for 
service in World War II. 


Under the direction of General Arm 
strong, who is so eminently qualified to 
guide its destiny, the company should con- 
tinue to progress. 


Josef H. Buerger, Jr., has 
pointed Sales Manager of the Special 
Products Division. This division manu- 
factures and sells tubular products of gray 
iron, alloy iron, carbon steel, alloy steel 
and stainless steel cast centrifugally in 
metal molds. 


been ap- 


Ah 


Explosive Hazards in 
Underground Structures 


An 18-page report on explosive hazards 
of underground structures has been pre- 
pared under directions of the Sub-Struc- 
ture Committee of the City of Los Angeles 
and pertains particularly to local condi- 
including control procedures now 
in effect. 

The origin of explosive products, 
sources of ignition and protective measures 
employed are given in some detail. An 
appendix lists examples of explosions 
which have occurred locally during the 
last decade and the causes where known. 

Chairman of the Sub-Committee which 
prepared the report is W. M. Henderson, 
Superintendent of Distribution, Southern 
California Gas Company, Los Angeles. 

The report should be of considerable 
interest to gas distribution engineers in all 


tions, 


cities 


The Gas Machinery Company 
Appoints Cornish and Kyle 
Cornish, general consulting en- 
gineer, has joined The Gas Machinery 
Company, Cleveland, Ohio, as consulting 
engineer. Mr. Cornish has been connected 
with the gas business for over fifty years. 
For 16 years, he was Chief Engineer of 
The American Gas Company in charge of 
engineering and operation of gas and elec- 
tric plants. After the purchase of The 
American Gas Company by The United 
Gas Improvement Company, he was As- 
sistant to the Vice President in charge of 
engineering development. Mr. Cornish 
later was Chief Engineer of Semet-Solvay 
Engineering Corporation. 


Ross C. 


Ross C. Cornish Robert Kyle 


Robert Kyle recently joined The Gas 
Machinery Company as Gas Sales Engi- 
neer. A graduate Gas Engineer of Johns 
Hopkins University, he received early 
training at the Consolidated Gas, Electric 
Light & Power Company of Baltimore 
and at the American Gas Association Lab- 
oratories in Cleveland. 

Mr. Kyle was formerly with the Gen- 
eral Controls Company as Branch Man- 
ager of the Cleveland office; prior to that 
with the Iroquois Gas Corporation, Buf- 
falo, New York, as Gas Engineer where 
he engineered the first High B.t.u. installa- 
tion (twin generator process) installed by 
The Gas Machinery Company. 

In his new capacity, Mr. Kyle expects 
to serve the many gas companies and other 
industrial plants for which The Gas Ma- 
chinery Company is designer, fabricator, 
or erector. 


Thorp Leaves Laboratories Staff 
To Establish Own Firm 


Chester A. Thorp, Chief Research En- 
gineer of the American Gas Association 
Testing Laboratories, has resigned in order 
to establish his own business. 

Mr. Thorp, who has headed Laboratories 
research operations for the past three 
years, is establishing his firm in Los An- 
geles where he worked for many years and 
is widely known. Under his direction re- 
search activities at the Laboratories were 
extensively reorganized and the staff 
strengthened by the addition of a number 
of carefully selected engineers and scien- 
tists. The Laboratories’ recent research 
accomplishments have been due in large 
measure to Mr. Thorp’s administrative 
ability. 

Well known as a utilization engineer, 
Mr. Thorp formerly headed the Gas Ap- 
pliance Laboratory jointly maintained by 
Southern California Gas Company and 
Southern Counties Gas Company cf Cali- 
fornia. During the war he served as a 
Lt. Commander in the navy. He has been 
associated with the gas industry for more 
than twenty years. 


Dearborn Stove of Dallas 
Elects Norris V.P. and G.M. 


Robert H. Norris, treasurer of the Dear- 
born Stove Company, Dallas, Texas, was 
elected vice president and general manager 
of the company at a recent meeting of the 
board of directors, according to ar an- 
nouncement made by Roy M. Liedstrand, 
Dearborn president. Mr. Norris, in addi- 
tion to his new duties, will continue to 
function as treasurer. 

Mr. Norris has been with Dearborn for 
three years, entering the company in the 
capacity of controller at the time that 
Dearborn acquired their present Dallas 
factory facilities and moved a major por- 
tion of its operations from their Chicago 
plant. He was elected treasurer of the 
company in January, 1947. 

Prior to his association with Dearborn, 
Mr. Norris was active in ordnance plant 
operations during the recent war period. 

The Dearborn Stove Company is a man- 
ufacturer of vented, unvented and open 
radiant type space heaters and also a 
popular priced evaporative cooler. 


Dravo Corp. of Pittsburgh 
Appoints So. Calif. Distributor 


Harry F. Haldeman, Inc., 1106 South 
Hope Street, Los Angeles, has been ap- 
pointed distributor in Southern California 
for Dravo “Counterflo” Heaters, manufac- 
tured by Dravo Corporation, Pittsburgh, 
Pennsylvania. 

The Haldeman Company was incorpo- 
rated in California 15 years ago and spe- 
cializes in heating, ventilating and air-con- 
ditioning equipment. Representing a num- 
ber of well known manufacturers, Harry 
F. Haldeman, Inc., has supplied a high 
percentage of the large, forced-air heater 
installations in Southern California for 
the past seven years. 

Dravo “Counterflo” Heaters are direct- 
fired, forced-air heaters for industrial and 
commercial buildings. 
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Rochester Gas & Elec. Co. Files 
for Increase in Rate 

Declaring that cost of producing and 
distributing gas has risen so high that gas 
earnings have disappeared, the Rochester 
Gas and Electric Corporation, Rochester, 
N. Y., has filed with the New York State 
Public Service Commission a new schedule 
of gas rates that will increase cost to the 
consumers about 13 per cent on the average 

The increases will affect all classes of 
customers . industrial, commercial and 
residential. The average residential custom- 
er in the Rochester area using gas for 
cooking and water heating will be increased 
about 37 cents per month, whereas the av- 
erage customer using gas for househeating, 
as well as for cooking and water heating, 
will be increased about $2.93 per month. 
The present initial charge of 500 cubic 
feet for 75 cents per month will be in- 
creased to 85 cents for 400 cubic feet per 
month. The increases, if allowed by the 
Public Service Commission, will add about 
one million dollars annually to the R. G. 
& E. revenues and will be spread over 127,- 
000 gas customers. 


Ruud Appoints J. R. Lavelle 
Mgr. Direct Factory Branch 
Ruud Manufacturing Co., Pittsburgh, 
Pa. has appointed John R. Lavelle as man- 
ager of direct factory branch at 34 Ex- 
change Place, Jersey City, N. J., 
ing the metropolitan area. He heads a 
fully manned institution for service to 
Ruud customers and has had wide experi- 
ence in the water heater business. 


serv- 


Roberts-Gordon To Build 
Dual Fuel Conversion Burner 


L. C. Smyth, Vice President of the Rob- 
erts-Gordon Appliance Corporation, Buf- 
falo, N. Y., has announced that his com- 
pany will soon be in production on the 
Gordon Dual Fuel Conversion Burner un- 
der license by the Midwest In- 
stitute 

Forced air furnaces and 
will be offered as complete units. 


Research 


warm boilers 

The new development, according to Mr. 
Smyth, is the ideal answer to heating fuel 
shortages that have plagued utilities and 
consumers over recent years. 

\t a predetermined peak load tempera- 
ture reading regulated by an outdoor con- 
trol, the unit automatically switches from 
to oil. When the temperature again 
goes above the mark the unit reverts to gas. 
A 275 gallon oil tank is supplied with the 
Gordon Fuel Conversion unit. 


gas 


New A.G.A, Personnel Group 

4 Great Lakes Personnel Conference 
sponsored by the Personnel Committee of 
the American Gas Association was organ- 
ized at a meeting of gas company person- 
nel executives held June 11 in Chicago. 
Purpose of the conference, which will be 
patterned after the A.G.A. Southwest and 
Midwest Personnel Conferences, is to pro- 
vide an opportunity for discussion of de- 
velopments and trends in the gas utiilty 
industrial relations field. 


L. A. Brandt, Assistant to Vice-Presi- 
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Vegetation 
Surveys 


NOW is the Season to arrange for 


inspection of distribution 


Our fully trained personnel is at 
your service. We can submit a com- 
covering 
source of leaks, severity of the con- 
dition and vegetation affected. We 
ean cover any section of your lines 
or the complete system working on 
a per diem basis. 
regarding 


lines to 


locations, 


rates and 





VEGETATION SURVEY 
ASSOCIATES 
53 Park Place, N. Y. 7, N. Y. 
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Long Island City 2, New York 





137 Art} ied: 











July 1948, American Gas Journal 


>€ 


ROBERTS-GORDON APPLIANCE COR 
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dent, The Peoples Gas Light and Coke Co. 
Chicago, has been elected first Chairman 
of the Great Lakes Personnel Conference. 
The next meeting will be held in Chicago, 
September 14, and all utility personnel ex- 
ecutives in that area are invited to partici- 
pate. Details of the program will be sup- 
plied upon request to Mr. Brandt. 

At the June 11 organization meeting, 
Vernon Myers, Sioux City Gas and Electric 
Co., Chairman of the Midwest Conference, 
explained how effectively informal 
groups function. Kurwin R. Boyes, Secre- 
tary, American Gas Association, outlined 
the cooperative efforts of the Association 
designed to assure maximum usefulness of 
these meetings to gas company members. 

C. 4. Philadelphia Gas 
Works Chairman of the A.G.A 
Personnel Committee. 


these 


Simpson, The 
Co., is 


Purcell Division Manager 
Philadelphia Electric Co. 


J. A. Purcell has been appointed division 
manager of the newly-created Western 
Division of the Philadelphia Electric 
Company, it was announced recently. His 
headquarters will be at Coatesville, Pa. 


Mr. Purcell has been employed by the 
Philadelphia Electric Company since 1930. 
He held various positions in both the elec- 
tric and gas departments of the Company 
prior to his appointment as division super- 
intendent at Coatesville in 1943, the posi- 
tion he held at the time of his recent ap- 
pointment 


SERIES 84 


SERIES 400 


SERIES 302-20 


Bring comfort, economy, heating efficiency 

to the homes served by your utility with 
Roberts-Gordon Conversion Gas Burners, up-to- 
the-minute answers to home heating problems. 
Exclusive Spreader Flame principle provides 
wider range through greater adaptability . . . one 
size burner provides replacement for boilers and 
furnaces with input requirements from 50,000 to 
200,000 BTU’s. Cover the conversion field with a 
minimum inventory of burner models. 
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Meininger in Charge of Aluminum 
Development and Sales for 
Stacey Brothers 


The appointment of Carl W. Meininge 
to the Sales Staff of Stacey Brothers Gas 
Construction Company has been announced 
by W. E. Gruening, President. 

Mr. Meininger will be in charge 
Aluminum Development and Sales with 
headquarters in the company’s main plant 
in Cincinnati, Ohio. 








Carl W. Meininger 


Immediately following graduation fron 
Case Institute of Technology in 1930, Mr 
Meininger joined Aluminum Company of 
America where he served as plant meta 
lurgist, moving up through the ranks t 
Sales Engineer in charge of heating, air 
conditioning and refrigeration. 

He is well versed in the many new usee 
found for aluminum, having specialized in 
the design and development of special 
brazing processes for all types of alumi 
num vessels and heat exchangers, which 
products are now being manufactured by 
Stacey Brothers. 


Gas Consumers Service Names 

O'Reilly District Supervisor 

L. R. O'Reilly has 
District Supervisor of 
Service with headquarters in the Chicago 
office. 

Mr. O'Reilly brings to his new pi 
a wealth of gas experience earned 
Gas Consumers which has literally 
him from coast to coast. A 
the American Gas Association and the LP 
Gas Association, he has | 
of the industry since 1937. 


just been named 


Gas Consumers 


sitior 
witl 
taken 


member of 


been a member 


Crosley Div. Aveo Mfg. Co. 
Appoints Redden To Sales 


Appointment of Ellis L. Redden as Di 
rector of Advertising and Sales Promotior 


is announced by N. C. Macdonald, General 
Sales Manager, Crosley Division, Ave 
Manufacturing Corporation, ( innati, 
Ohio. 

He will be responsible for all 





ing media, sales promotional i 
training programs, and the Home Econot 


ics Department. 






46 


Norton Company Announces 
Appointments to Sales Staff 
Harlan T. 
pointed Sales 
vision of 
Mass. 

The appointment was made in conjunc- 
tion with the announced 
Robert Kirkpatrick, Refractories Division 
Sales Manager. 

Mr. Pierpont new duties 
July 1. He was formerly Abrasive Engi- 
neer for Norton Company in Michigan. 

Mr. Kirkpatrick leaves after 29 years’ 
service with the His present 
plans are to spend several months at his 
summer home in Nova Scotia, returning to 
Worcester in the fall 

Norman V. Crabtree has been assigned 
to take over the territory recently covered 
by Mr. Pierpont. Richard H. Merchant, 
formerly Field Engineer in Detroit, is ap- 
pointed Abrasive Engineer and assumes 
responsibility for Mr. Crabtree’s area. 

Murner E. Thor, Refractories Division, 
has been appointed Refractories Engineer 
effective July 1. He will cover the Cana- 
dian and New England territories formerly 
handled by E. A. Fischer. Mr. Thor’s 
headquarters will be in Worcester. Mr. 
Fischer transfers to the Refractories Sales 
Engineering Department as Sales 


Pierpont, Jr., has been ap- 
Manager, Di- 
Norton Worcester, 


Refractories 
Company, 


retirement of 


assumed his 


company. 


Engi- 
neer 


Peoples Natural Gas Co. Reports 
On House Heating Outlook 
\fter approving 7,500 applications for 

new heating installations for the 

oming winter season The Peoples Natural 

Gas Company has found it necessary to 

decline to approve any more applications 

until further notice, according to Charles 

L. Yost, manager. The 

became effective at the close of 

May 28 
The company will 

applications and will 


space 


sales rstriction 


business 


continue to receive 
file them for future 
approval in the order they are received, 
according to Mr. Yost. 

“We are making every effort to obtain 
additional supplies of gas to provide for 
our customers but 
shortages of pipe and equipment continue 

» delay the $19,900,000 expansion program 
which would 


the winter needs of 


relieve the 
time scarcity of fuel. 
“Some 


present winter- 
improvement in our available 
supplies of natural gas made it possible 
for us to grant the 7,500 additional appli- 
cations this spring. But we do not feel 
tl grant any more at this time. 
This decision was made in order to protect 
ur customers next winter. 

“We are unable to say just when the 
resent restrictions can again be lifted. It 
will be done 


lat we can 


just as soon as our supplies 
gas have increased to the point where 
the granting of additional heating appli- 
cations will not work a hardship upon our 
ustomers in their present 


1el,” says Mr. Yost. 


ot 


uses of gas 


Domestic Gas Range Sales 


During the first quarter of 1948, ship- 
ments of domestic gas ranges were 22.8% 
during the 


greater than same period of 
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1947, according to reports received from 
companies representing approximately 70% 
of the industry. Unit shipments during 
the month of March were 26.1% above 
March of 1947. These companies reported 
that 26% of their total unit shipments dur- 
ing the first quarter of 1948 were for use 
with LP gas. LP shipments were 34.5% 
greater than during the first three months 
of last year. 

Reporting companies indicated that Un- 
filled Orders totaled 344,940 units on 
March 31, 1948. 

During the year ending March 31, 1948, 
reporting companies shipped 1,747,937 do- 
mestic gas ranges. 


Empire Stove Company Appoints 
Ray Mills at Memphis 


Empire Stove Company, Belleville, Ili- 
nois, has established a Regional Office at 
701 Exchange Building, Memphis, Ten- 
nessee, for prompt service to the territory 
including Eastern Tennessee, Northern 
Mississippi, Northern Louisiana, and Ar- 
kansas. 

























































































Ray Mills 


L. A. Brand, Vice-President of I:mpire 
Stove Company, indicated that other Re- 
gional Offices would be established when 
he announced the appointment of Ray Mills 
as Memphis Regional Manager. Mills has 
spent many years in the gas industry and 
is well known in the gas appliance field. 


Hammel-Dahl Co. Appoints 
West Coast Representative 


The Hammel-Dahl Company of Provi- 
dence, R. I., manufacturers of Automatic 
Control Equipment, announces the appoint- 
ment of The Republic Supply Company of 
Los Angeles as their West Coast Repre- 
sentative. 

The Republic Supply Company of Cali- 
fornia is an independently owned and oper- 
ated company with Main Offices in Los 
Angeles and Emeryville and with 16 
branch stores throughout the State. 

Republic sales activities rest with John 
J. Pike, president, as well as William T. 
Mayer and Andrew Formilyant, sales en- 
gineers, both of whom have had wide ex- 
perience with installation of Hammel-Dahl 
products. 


E. M. Borger Elected Director 
Dravo Corporation 


Edward M. Borger, president of The 
Peoples Natural Gas Company, was elected 
a director of Dravo Corporation at a 
meeting of its Board of Directors on 


June 16th. 


Edward M. Borger 


Mr. Borger has been president of The 
Peoples Natural Gas Company since 1940 
and is a director of that company and 
the Consolidated Natural Gas Company. 

He started with Peoples as a stenog- 
rapher and secretary, attended night law 
school at Duquesne University and was 
admitted to practice before the Pennsyl- 
vania Bar 1922. He was attorney for Peo- 
ples and the Hope Natural Gas Company 
until 1935 when he became chief counsel 
for those two companies and New York 
State Natural Gas Company and River 
Gas Company. 

In 1942, Mr. Borger took a leave of 
absence from his post with the gas com- 
pany to enlist in the American Field Serv- 
ice for duty in the Middle-East during the 
war. 


Koppers Appoints Fred C. Foy 
V.P. and Sales Mgr. 


Fred C. Foy, Vice President of J. Wal- 
ter Thompson Company, has accepted an 
appointment as Vice President and man- 
ager of the Sales Department, Central 
Staff, of Koppers Company, Inc. 

As general manager of the Detroit of- 
the Thompson organization, Mr. 
Foy also has been supervisor of all phases 
of the Ford Motor Company advertising, 
which is handled by that agency. He will 
leave the Thompson Company on July 1, 
and will assume his new duties at Pitts- 
burgh headquarters of Koppers August 1. 

The appointment of Mr.~Foy fills a 
vacancy created last April 1, when E. jy. 
McGehee, Vice President and sales man- 
ager of Koppers, was assigned responsi- 
bility for the company’s wood preserving 
activities in the western half of the United 
States. 

Ralph Winslow, Koppers’ Director of 
Public Relations, who has been serving as 
acting manager of the sales department, 
will continue to guide activities of both 
lepartments until Mr. Foy takes up his 
new duties here. 


hice ot 
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Home Gas Co. 


In order to bring an increased supply of 


gas to many Southern Tier Communities, 


New York 


vesting about 


State, Home Gas Co. is in- 
$800,000 to lay nearly 30 
I natural gas 


miles of new high 
between Hancock and Cochecton, 


pressure 
pipe line 
N. Y 

The new underground highway for natu- 
ral gas Home 
Gas Co. pipe line system about a mile north 
; crossing the Delaware 
this town, 1034 in. steel 
will river bed. 
officials, the 
new pipe line will eliminate a bottleneck 
in the Hancock-Cochecton area. The $800,- 
000 investment is being made at this time 
since large quantities of natural gas must 
be moved in a generally westward direction 
from Port Jervis towards the Binghamton 
area, and to the company’s Dundee under- 
ground storage reservoir. 

This gas will come into Port Jervis from 
the recently completed high pressure 14 in. 
pipe line through eastern Pennsylvania. 


will have its origin on the 
Hancock. In 


river near twin 


pipe lines laid in the 


According to gas company 


Range Sales Increase for 
Brooklyn Union Gas Co. 


Brooklyn Union Gas Company states 
that range sales in May amounted to 775 as 
compared with 493 for May, 1947. While 
some of the increase can be attributed to 
a better supply of ranges, a good deal 
of the gain is felt to have resulted from 
their Range of the Month program. 

In May, a Roper clock-controlled range 
was featured at $324. Although only sixty- 
nine of were sold, the campaign 
served to draw attention to other modern 
ranges and to upgrade the type of ranges 
purchased. Of the 543 ranges sold at re- 
tail, forty-eight per cent were CP ranges, 
with about half of these clock- 
controlled models. 

Dollar sales for the first five months of 
1948 showed a gain of about nineteen per 
cent over the same period in 1947. 


these 


just 


Robertshaw-Fulton Features 
Need of Temperature Controls 


and broaden 
temperature controls bearing 
their trademarks, Robertshaw-Fulton Con- 
trols Co., Youngwood, Pa., has launched 
a series of advertisements in a number of 
popular These impress upon 
readers the convenience and dependability 
of temperature controls for water heaters, 
ranges and other household appliances. 

Notable these advertisements is 
one appearing in “Time” in two colors en- 
titled “From Roast.” This en- 
visions with illustrations how Robertshaw- 
Fulton controls are used in the incubator, 
for transportation and poultry processing 
and finally in the automatically controlled 
domestic gas oven. 


To maintain customer ac- 


ceptance of 


magazines. 


among 


Roost to 





LATTN 


GAS BOl 
1 H.P. to 45 


2 H.P. Gas Fired Pressing ma- 
chine boiler. 100 Ibs. ASME 
Code. 


P, M. LATTNER MFG. CO. 


CEDAR RAPIDS, IOWA 











IRON 


For purifying Manufactured Gas. 1000 tons ready 
for Summer delivery. 


OXI DE William Vennes, p resar maa P.Q., Canada 








lation. 


The Reliable Shut-Off 


for Street Mains 





THE GOODMAN STOPPER 

Now has the “Z” handle for easy manipu- 
When locked in place it holds. 
Stopper cannot slip. Gas cannot pass. Ad- 
justed in 30 seconds. 

Ask for circulars on this and other dis- 
tribution equipment. 

Nearly a half century of service to the 


Gas Industry. 


Safety Gas Main Stopper Co. 
523 Atlantic Avenue, Brooklyn, New York 
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New Modern Factory of 
Mission Appliance Corp. 


Pictured here is the ultra-modern new 
factory of the Mission Appliance Corp., 
Los Angeles, which was opened for oper- 
ations in May. 

The building is planned in the most mod- 
ern functional design. Its most noticeable 
feature is the “planned flow” of materials, 
coming in as raw materials and leaving the 
assembly lines as Mission water 
heaters. 

The building has dimensions of 165 feet 
in width by 800 feet in length and is situ- 
ated on an 11 acre site, served by frivate 
railroad spur lines. The overall invest- 
ment in the plant and equipment is reported 
to be in excess of $1,000,000. 

A modern galvanizing department coy 
ering more than 6,000 square feet of floor 
space, is entirely enclosed and served by a 
system of air intake and exhaust facilities 
that keep the air fresh and free of 
purities. 

Special facilities for quality-controlled 
laboratories as well as new research and 
development facilities are included. 

Bert Sutton, president of the company, 
points to the fact that production will be 
speeded with half a million dollars worth 
of new machinery especially designed for 
high-speed straight-line production. 


gas 


im- 


New York P.S.C. Approves 
Consolidation of 3 Utilities 
The Public Service Commission of New 
York approved June 18th consolidation of 
Long Island Lighting Co., Queens Bor 
ough Gas & Electric Co. and Nassau & 
Suffolk Lighting Co. into a single operat 
ing utility to be known as Long Island 
Lighting Co., with about 
$140,000,000. 

The unanimous decision of the P. S. C 
was based upon an opinion by Milo R 
Maltbie, chairman of the commission. The 
three companies provide gas and electric 
service in part of Queens and in most of 
Nassau and Suffolk 
Island. 

The commission approval holds “that 
the unification of the three companies is 
generally in the public interest, except a 
part of the plan under which it is pro- 
posed to pay to owners of the outstanding 
3,000,000 Long Island common shares an 
unnamed sum in liquidation of their in- 
terest.” 

However, the question of cash payment 
to common shareholders was not part of 
the application to the P. S. C., but 


assets of 


Counties, on Long 


was 
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submitted by Long Island Lighting in a 
similar petition to the Securities and Ex- 
change Commission with a view of pay- 
ing common holders about 35 cents a share. 


Suburban Propane Gas Corp. 
Appoints S. J. McLagan 

~ SF. 

retail sales manager of Suburban Propane 

This 

was announced recently by Mark Anton, 


McLagan has been promoted to 
Gas Corporation, Whippany, N. J. 


president, as a step in the corporation’s 
expansion program throughout its nine- 
state marketing area. 

Mr. McLagan, a veteran of the liquefied 
petroleum gas industry, has been serving 
as the company’s wholesale and industrial 
He was wartime 
operations manager of a predecessor unit 


manager since 1945. 


of Suburban Propane and was former 
sales manager of the New Jersey Power 
and Light Company. 
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DETROIT’S “FIRST” 


IN CONVENIENCE - COMFORT - QUALITY 


In the heart of the downtown, office, theater, 


and shopping area. Friendly, courteous service 
to make your stay in Detroit o pleasant memory. 
The Tuller Coffee Shop or Cafeteria for excel- 
lent Food modestly priced. The Hotel Tuller, 
Detroit's largest, is the place to stay. 


visit our Cocktail Lounge 
ONE OF DETROIT'S FINEST 


800 ROOMS with BATH From °2”> 


Hotel Culler 


FACING GRAND CIRCUS PARK 
RICHARD C. HODGES, Manager 


Pap i 
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Gas Distribution Engineer 


for employment with large company in 
southwest. Must be a college graduate 
with at least five years experience in the 
gas distribution field. Experience in load 
analysis, pressure analysis and distribution 
design and construction is preferred. Re- 
ply to Box 185, American Gas Journal, 
setting forth in detail—experience, educa- 
tion and expected salary. 





Gas Engineer Wanted 


Experienced in water gas and coal gas 
operations. Distribution experience help- 
ful but not necessary. Southern New 
England location. Graduate engineer pre- 
ferred. Write Box 184, c/o: AMERICAN 
GAs JourNAL Inc., 53 Park Place, New 
York 7. 


Position Wanted 
Water Gas Maker 


Position wanted by experienced water 
gas maker who can take full charge of 
plant. Reliable man with preference for 
small plant. Can produce satisfactory re- 
sults. Address Box 183, c/o American 
Gas Journal, 53 Park Place, New York 7, 
N. Y. 
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FOR SALE 


Minneapolis - Honeywell Motorized and 
Solenoid 34” gas valves, pilotstats, trans- 


formers and thermostats. Schoenberger 
34” and 1” shut-off cocks. Gas regulators. 
All new, perfect condition. Write “Ad- 
vertiser,” 687 S. Post, Detroit 17, Mich. 


Backrun Valve for Sale 


1-30” Semet Solvay hydraulically operat- 
ed three way valve with spray manifold 
for gas oil operation, 24” backrun connec- 
tion, 30” washbox and superheater con- 
nections. Valve spray manifold can easily 
be modified for heavy oil operation. Valve 
was purchased new in 1945 and has been 
used 7000 hours. Valve was removed when 
set was converted to oil gas generator and 
is in excellent condition. Write: 
Binghamton Gas Works, 289 Court St., 

Binghamton, N. Y. 


Attention George Dorner 





Space Heaters. Bulletins issued by In- 
land Steel Container Company, 325 No. 
Cortez, New Orleans, La., describe two of 
their space heaters—the “Comforteer,” a 
circulator gas heater, and a similar model 
which includes a radiant feature as well. 
Both can be used with all types of gas. 
Colorful bulletins with descriptive detail 
available on request. 











AN ACTUAL INSTALLATION OF 
THE ONLY 
THERMOSTATIC INSTANTANEOUS 
GAS WATER HEATER 





This installation hag been operating for the past 
several years in the large cafeteria of the High 
School at Orange, Texas. This No. 3 HOTOMATIC 
is boosting 140° temperature water from a storage 
tank up to 180 degrees at a rate of about 4 gal- 
lons per minute for a large Hobart Dishwater. 
Many State Health Departments are requiring 180° 
sanitary water for Cafes and Cafeterias. Any num- 
ber of HOTOMATICS can be hooked together to 
supply large quantities of hot water. 


Four models available. All 60° 
60, 90 and 120 G.P.H. 


AGA approved controls. 
Approved by 1.G.A. Gas Combustion 
Engineers 
Write For Folders 
Little Giant Water Heater Co. 
907 7th Street, P. O. Box 29 
ORANGE, TEXAS 


rise,—40, 


























Water Heating 
(Continued from page 30) 
tank during the entire recovery cycle 
of operation and reduce the differen 
tial between the temperature of th 
water at the top and that at the bot 
tom of the storage tank to as little 

as 5 or 6°, F. 

Attention is invited to the fact that 
the successful operation of the pat 
ented, Booster-Recovery, Two Tem 
perature Water Heating System, as 
described in Part 2 of Chapter I\ 
and shown in Figures 4 and 5, de 
pends entirely upon reversing the 
conventional direction of recovery 
circulation flow between the heater, 
or heaters, and hot water storage 
tank. The heater — during booster 
cycles of operation when supplying 
high temperature water for the rinse 
in a spray type dishwasher—would 
be incapable of maintaining the re 
quired discharge temperature and 
rate of flow if the recovery circula 
tion flowed in the conventional direc 
tion and a demand for the high tem 
perature boosted water occurred at 
the time cold water had accumulated 
in the bottom of the storage tank in 
not quite sufficient volume to shock 
the tank aquastat and start a recoy 
ery operating cycle. 

The heater in a Booster-Recovery 
Water Heating System which can 
supply hot water at two temperatures 
is able to supply high temperature 
water at the required rate of flow 
and at the required temperature dur 
ing the booster cycle of operation 
only because of the fact that th 
water supplied to the heater is drawn 
from the top or upper zone of the hot 
water storage tank where the tem 
perature of the water never drops 
below the required minimum estab 
lished by the setting of the tank 
aquastat, unless the over-all capacity 
of the system is totally inadequate. 


* American Gas Journal, May, 1946 


(Continued in August) 





Robertshaw-Fulton Completes 
Second Gas Well on Property 


Robertshaw-Fulton Controls Company 


has announced completion of drilling of a 


second gas well on the property « 
company’s Robertshaw Division at \ 
wood, Pa. The two wells now flowing w 
have an annual capacity of over 36 
lion cubic feet. 

By drilling these gas wells, Robertsha 
Fulton Controls Company has insured 
its Robertshaw Division 
ply of vital fuel for next winte 
being able to operate unhampered b 


an adequate su 





possible restrictions that 
on commercial gas facilities 
munity. 
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Catalytic Cracking 
(Continued from page 14) 


pletely take over the supply of gas 
to the remote area and relieve the 
transmission system of that supply. 

3. Being a _ continuous process 
with great flexibility in production 
te, it requires no storage holder 
and can feed directly into the dis- 
tribution system to satisfy the load 
requirements. 

4. Automatic control makes pos- 
sible operation with a minimum of 
labor. 

5. Purification of 
necessary. 

6. Operation of the 
duces no smoke or dust. 

7. Capital investment is compara- 
tively low. 

8. At the time of writing, feed- 
stocks of natural gas, propane, bu- 
tane, refinery gas and natural gas- 
oline may be used. Research now 
under way will undoubtedly result in 
other feed-stocks being added to this 
list. If a low cost feed-stock can be 
found this type of plant may well 
be the base load plant of tomorrow. 


Ta 


the gas is not 


plant pro- 


Presented at the 1948 A.G.A. Joint Pro- 
duction and Chemical Committee Confer- 
ence, Asbury Park, N. J., May 24-25-26, 
1¢ 18 





Valuation and Depreciation 
of Public Utility Property 


In the June Proceedings of American 
Society of Civil Engineers, Maurice R. 
Scharff, Consulting Engineer of New 
York, contributes a paper of considerable 
interest company executives. He 
as an illustrative example, a hypo- 
thetical manufactured gas plant based on 
selected data and aimed at a practical so- 
lution rather than theory. 

The paper status of the 
‘fair value’ and depreciation problems as 
they have been left by decisions of the 
United States Supreme Court in cases 
arising under the Natural Act and 
oncludes that the confusion in which they 
are enmeshed is deeper than ever. It is 
that this confusion, 
and because of the inadequacy of cur- 
accepted theories for the adjust- 
that will be required if the pros- 
pects of revolutionary developments in the 
field of power generation are realized, a 
general reconsideration of these problems 
appro- 


to gas 


uses 
reviews the 


Gas 


suggested because of 
rently 


ments 


by the engineering profession is 


pTria 
\ solution is suggested based on the 
nceeptions that “fair value” and “service 
identical and that reasonable 
rates are no more than those required to 
ver the cost of rendering the existing 
provided by facilities of the 
ost modern and kind available 
gress of the arts, and 
greater than that required 
demand. It is proposed that 


value” ‘are 


efficient 
as a result of pr 
capacity no 


neet the 











the equal annual payment annuity, at a 
reasonable rate of return, on the cost of 


such facilities be included in such costs; 
and that the “fair value” or “service value” 
of the existing property is the present 
worth at a reasonable rate of return, for 
a reasonable future capitalization period, 
of the amount available from such reason- 
able rates after deducting the operating 
expenses, other than depreciation, of the 
existing facilities. 

Fraser Appointed Vice-Chairman 

of A. G. A. Technical Section 


William R. Fraser, experimental engi- 
neer in the Detroit District of Michigan 
Consolidated Gas Company, has been ap- 
pointed vice-chairman of the Technical 
Section of the American Gas Association 
to fill the unexpired term of S. J. Modzi- 
kowski, chemical testing engineer of The 
Peoples Gas Light and Coke Company, 
Chicago, who resigned due to illness. The 
appointment was made May 25, by A. C 
Cherry, Cincinnati, chairman of the A.G.A. 
Technical Section, following the recom- 
mendation of the Nominating Committee 
and unanimous approval of the Section’s 
Managing and Executive Committees. Mr. 
Fraser’s term of office expires in October, 
1948. 

Mr. Fraser's selection as vice-chairman 
follows a long period of active work in 
Association affairs. At present he is a 
member of the Technical Section Manag- 
ing Committee and chairman of the Cor- 
rosion Committee. He is also active on 
the Gas Production Research and Domes- 
tic Gas Research Advisory Committees, 
Domestic Gas Appliance Installation and 
Improvement Committees and past chair- 
man of the Mixed Gas Research Group. 
In addition, he is a member of the Lique- 
fied Petroleum Code Committee and_ the 
Natural Gas Research Technical Advisory 
Committee. 


Progress in Cities Service 
26 inch Pipe Line 

Cities Service Gas Company is making 
good progress on the Ottawa to Kansas 
City section of their new 26-inch pipe line 
which eventually will extend from the 
Hugoton field in Kansas to Kansas City. 
Fine weather has enabled the contractor to 
work ahead of schedule. Work on this 
section was started by the contracting firm 
shortly after the contract was obtained. 

The two new 26-inch Arkansas river 
crossings on the Hugoton line south ot 
Hutchinson have practically 
pleted. 


been com- 





JAMES K. CROWELL 


James K. Crowell, 62, New York Dis 
trict Manager for the Dresser Manufac 
turing Division, Bradford, Pa., died May 
25, 1948, at his home, 230 East 50th Street 
New York City, following an 
illness. 

Mr. Crowell, like his father before hin 
spent his lifetime in the gas industry 
Born in Yonkers, N. Y., he was employe: 
for 28 years by the Westchester Lighting 
Co., Mt. Vernon, N. Y., serving in differ 
ent capacities. At the time he joine 
Dresser in the fall of 1929, he held th 
position of Engineer of Gas Distributior 


extende: 
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HIGH PRESSURE 
GAS FLOW COMPUTER 


COPYRIGHT 1938 SY 


American Gas Journal, Inc. 
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Low Pressure Computer 
Range: 


Cu. Ft. of Gas Per Hour—10 to 
900 M 

Pipe Diameter %” to 48” (in- 
cluding standard and 
actual weight up to 4”) 

Pressure Loss Inches .01-10. 

Length of Pipe—Feet 30-30, 000 

Specific Gravity 1.5-.35 

Constants 1400-1000 


Price $4.00 Each, Postage Prepaid 


AMERICAN GAS JOURNAL 
$3 Park Place, New York 7. N. Y. 


Please enter our order for Computers as follows : 
at $4.00 each. postage prepaid. 


... HIGH Pressure Computer 
... LOW Pressure Computer 


These Improved Gas Flow 
Computers are available in 
durable celluloid, encased in 
a convenient leatherette cover 
with complete instructions. 


Actual Size 6% x 7'/2 


Ww 


High Pressure Computer 
Range: 


Cu. Ft. of Gas Per Hour—100- 
10,000 M 
Diameter of Pipe Inches %-30 
Difference in Absolute Pres. 
sure—Lbs. per sq. in. 1-500 
Sum of Absolute Pressures— 
Lbs. per sq. in. 2000-20 
Specific Gravity 1.5-.35 
Length of Pipe—Feet 100-5000 
Length of Pipe—NMiles 1-250 
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